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There is amazing long life in Goodyear 
HDNF (Heavy Duty Nylon Fill) Conveyor 
Belting—proved on the toughest jobs, 
longest hauls, highest lifts. The long life 
is due to the balance struck between the 
Nylon fill and the lengthwise tension- 
carrying cotton warp. Results? Excep- 
tional impact resistance . . . strong rip 
and tear resistance . . . excellent trough- 
ability . outstanding load-carrying 
capacity better fastener-holding 
ability . .. superiority proved on the most 













* Gt for full details of HDNF Conveyor Belting 
ey by Goodyear—number one choice for the 


SP 4 toughest job. 


* 
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From the Goodyear family tree 


LONG LIFE IN THE BALANCE 


Nylon gives twice the impact 
resistance of identically 
made cotton fabric belting. 


Outstanding resistance to 
rip and tear helps prevent 
costly shutdowns. 


10%-15% higher fastener 
pull-out strength. 


Belts train easily, run 
smocther. 


: | i 
rugged duties. * ae manne poet 
Contact the Goodyear Technical Service * Longer flex-life because 


efficiently woven fabric per- 
mits thinner gauge plies. 


Mildew-proof. 








GOODFYEAR 


THE GREATEST NAME IN RUBBER 














| The Goodyear Tyre & Rubber Company (G.B.) Ltd., Industrial Products Department, Wolverhampton 


Export Enquiries : 17 Stratton Street, London W.1 


Goodyear products are manufactured in: Argentina, Australia, Brazil, Canada, Colombia, Cuba, Eire, England, Germany, 
India, Indonesia, Japan, Luxembourg, Mexico, New Zealand, Peru, the Philippines, Scotland, South Africa, Sweden, the 
United States, Venezuela. Branches, Distributors and Dealers throughout the world. 
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IRON AND COAL 
TRADES REVIEW 





Russia and America 


PERHAPS the current goings-on of the USSR at 

the United Nations may serve to remind the 
reader of the Soviet’s objectives. Having out- 
stripped Europe, Russia now seeks to displace US 
leadership. 

The contemporary position of the two countries 
bears cursory examination. In the first half of 
1960, the Soviet Union produced 32,000,000 metric 
tons of steel, compared with the US production of 
55,000,000 metric tons. Soviet oil production was 
70,700,000 metric tons; US production, 171,000,000 
metric tons. Russia produced 257,000,000 metric 
tons of coal and 142,000 million kWh of electricity; 
the US 202,000,000 metric tons and 415,000 million 
kWh. 

It is argued that, given time, the USA will be out- 
run, but this presupposes comparison with contem- 
porary figures, for it is assumed that America will 
make little economic progress during the next 
decade or so. The decadence of the capitalistic 
world is an old Marxist theme which the Com- 
munists have accepted as one of the first articles of 
their faith. They fail to recognize the possibility 
that they may be wrong. 

Steel production in America is currently running 
at an annual rate of 108,000,000 metric tons, operat- 
ing at 82 per cent. of capacity for the first half of 
1960. In the USSR the comparable figure is 
64,000,000 metric tons for the year, although a sub- 
stantial expansion is forecast later. It is always 
worth remembering that the US industry normally 
has a substantial margin of spare capacity and its 
production can be quickly geared up to adjust itself 
to the requirements of the market. 

Doubtless the Russians have substantial reserves 
of iron ore, recording a production of 94,400,000 
metric tons in 1959, substantially in excess of that 
of the US, but indigenous reserves today are much 
less important than the availability of supplies 
which remain accessible to the North American 
industrial complex. Technologically speaking, 
there is little that the Russians could teach the West 
in metallurgy, and structurally the industry of the 
West, and for this purpose in the US, is infinitely 
sounder than that behind the Iron Curtain. A 
rigid centralized system focussing its resources on 
key industries would probably be able to surpass 
certain Western targets within a given measure of 
time, but the question is whether the momentum 


can be maintained. The production potential of 
Germany grew to immense proportions prior to 
1939, but the crippling turn of events pruned its 
growth. 

It is arguable that the expansion of the gross 
national product of the US at 2.4 per cent. per 
annum between 1953 and 1959 compares unfavour- 
ably with that of the Soviet Union, which is 
recorded at about 7 per cent. per annum, but per- 
centages are apt to be misleading unless a common 
datum line can be established. The US was not 
scorched by war. The Soviet had to start again 
from scratch, and the rapid advance in earlier years 
was not entirely unexpected. 

The emphasis of investment in the United States 
has been on giving the public what it wants. In 
the Soviet the planners decide what the public 
should have regardless of contemporary conditions 
and general amenities, and make comparison less 
odious through denying its existence. About half 
the labour force is employed in agriculture, com- 
pared with only 124 per cent. in the US, and yet 
the results are much less promising. Further, the 
US has provided over £3,866,000,000 in Govern- 
ment economic aid—that is, besides adding to its 
own industrial potential, the US has helped to 
rehabilitate the Western world. The Soviet Union 
has promised $2,400,000,000 but has advanced only 
$550,000,000. It is worth contemplating the degree 
of expansion that could be sustained in the US if 
part only of the dollar outflow had been utilized to 
expand the local industrial potential. 

Prof. V. I. Venikov indicated that Russia planned 
to produce by 1980 between four and five times the 
current electrical output of the US, expecting to 
pass the contemporary US figure by 1965. But 
who would care to assess the investment of the US 
in conventional and nuclear power in the next two 
decades both at home and abroad? Scarcely a 
project is mentioned in Latin America and Africa 
without a percentage of US or free-world capital 
being connected with it. 

The USSR projects an expansion of oil produc- 
tion to between 240,000,000 and 250,000,000 metric 
tons by 1965, but this is small compared to the 
current US output of 379,000,000 metric tons, 
coupled with the sizeable investment in Venezuelan 
and Libyan oil and control equivalent to some 
60 per cent. of total Middle East proved reserves 
(which account for the greater part of the world’s 
total). It is worth bearing in mind that the proved 
reserves of one company alone, Jersey Standard, are 
roughly equivalent to the proved reserves of the 
whole Union of Soviet States. 

Nobody will suggest that the USSR is not a great 
industrial state. What remains indisputable is that 
few have shared the benefits of the Soviet indus- 
trial advance, and still fewer the assistance of 
Russian funds. 
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Passing Thoughts ... 


[" is one thing to accept the principle that this 

country must increase its exports, but it is quite 
another to translate precept into practice. By now 
there can hardly be anyone left who is unaware of 
the fact that we must export more, but there are still 
a great many people wondering how we are to do it.— 
Mr. A. R. B. Hore, secretary of the Nationa! General 
Export Merchants Group, writing in the Board of 
Trade Journal. 


It is very much more valuable to the nation to 
develop a new domestic fire or a new steel-melting 
furnace, or even a mechanical housemaid, than to 
send a rocket to the moon—and the cost is very 
much less ——Pror. M. W. THRING, University of 
Sheffield, speaking to the North-Western Fuel 
Luncheon Club. 


The experience of public ownership has been insuf- 
ficiently successful or inspiring to arouse a desire for 
more. On the contrary the majority of people seem 
positively to dislike the idea of further experiments in 
this direction—Dr. Rita HINDEN, Editor of Socialist 
Commentary, writing in the Penguin Special “ Must 
Labour Lose? ” 


Concessionary coal for miners is a skeleton in 
the clean air cupboard.—Smokeless Air, the journal 
of the National Society for Clean Air. 


Surely it is vitally necessary after almost 15 years of 
nationalization to get our accounting straight for coal, 
railways, and the rest. This means separating com- 
mercial operating costs from those costs of obeying 
political instructions or responding to social responsi- 
bilities which private enterprise would reject.—MrR. 
JoHN A. RAVEN, director of the British Coal Exporters’ 
Federation, in a letter to The Guardian. 


People at the multi-corridored offices of the 
National Coal Board plied me with handouts and 
statistics. In short, their answer was “ We've got 
the coal. It’s up to the merchants to come and 
get it.”—CHARLES SANDELL, in the News of the 
World. 


It has been clear for some time that the [Coal 
Board’s] well-meant desire to fend off the recession by 
stocking coal rather than closing pits has merely led 
the board into a vicious circle. To pay for the stocks 
it has had to adopt a price policy which must mean 
further falls in demand, therefore pit closures. It 
would not be at all surprising if the 35 pit closures 
planned for next year were to prove only a first 
instalment.—Financial Times. 


What the coal industry needs is not more 
cushions and wrappings to protect it from every 
bump and breeze but a good strong current of the 
air of competition.—Guardian - Journal, 
Nottingham. 


The Government should meet its responsibility to the 
miners not by putting the whole national economy in a 
strait-jacket but by bringing them new employment 
and organizing the run-down properly, with most 
generous relief measures for those temporarily thrown 
out of work.—Scotsman. 


If the Government were to play a more active 
part in handling the human problems involved in 
shutting down old pits the orderly contraction of 
the industry could be achieved more swiftly.— 
Glasgow Herald. 


The suggestion of a coal subsidy is to be deprecated 


because subsidies have the effect of preserving the old 
and inefficient at the expense of the new and more 
efficient. . . . It would not have been a good thing 
to have used a subsidy to protect gas lighting against 
competition from electricity—Letter in the Daily 
Telegraph. 


If you get a young man who comes into your 
firm who wants to change you, your ideas, and 
your company, if he is a good man let him do it.— 
Mr. PrTer Gore speaking at the Federation of 
Fence Industries’ conference on “ Investing in the 

uture.” 


So far as I can teil the diesel is in no way superior 
to the super-heated steam engine .. . it is nothing 
but a new pe pane toy coming into existence at 
greatly increased expense and no good to anybody.— 
LorD MONKSWELL in a letter to the Daily Telegraph. 


Coal and Coal Miners—A general advance of 
6d. to 1s. per ton on the pit prices of coal is 
being announced to commence on the \st proximo, 
being a rise of from 1s. 6d. to 2s. per ton since 
August, 1859. This advance, like those which pre- 
ceded it, is mainly attributed to scarcity of mining 
labour, and to repeated demands from the colliers 
for increased pay. They and their lads, or drawers, 
are realizing a very high rate of wages, and along 
with it two or three days a fortnight for “play.”— 
Birmingham Post, September 28, 1860. 





UK Industrialists to Visit 


Western Australia 


JL FADER of a party of British industrialists which 
leaves tomorrow (Saturday) for a 10-day visit to 
Western Australia is Mr. J. O. Knowles, a director of 
Metal Industries, Limited. The group is going at the 
invitation of Mr. C. W. M. Court, Minister for Indus- 
trial Development in the Western Australian Govern- 
ment. Its purpose is to stimulate interest in secondary 
industries in the state and to explore at first hand the 
opportunities to establish new factories there. 

Other members of the party include:—Mr. M. H. M. 
Arnold (Bowmans Chemicals, Limited); Mr. D. J. W. 
Boag (Rockweld, Limited); Mr. R. T. Doncaster (Daniel 
Doncaster & Sons, Limited, dropforgers, etc., of 
Sheffield); Mr. M. J. Noone (Whessoe, Limited); Mr. 
J. R. Sharp (Lansing Bagnall, Limited, manufacturers 
of petrol, diesel, and electric tractors, etc., of Basing- 
stoke), and Mr. F. L. Turnbull (Armstrong Whitworth 
(Metal Industries), Limited). 





Offer for Krupp Steelworks 


REQUEST for particulars of the amount of capital 
available to European Scrap Trade Office, the 
company of the Dutch scrap-metal dealer, Mr. Louis 
Worms, has been forwarded by the solicitors acting 
for Herr Krupp. Some time ago Mr. Worms announced 
his intention of bidding for the Krupp-owned Rhein- 
hausen steelworks when it was stated that the Allied 
decision to break up and dispose of the Krupp in- 
dustrial empire must be pursued. 


In his reply Mr. Worms has asked what bankers’ 
guarantee is needed from him as a basis for opening 
negotiations and has pointed out that he has never 
said he was acting as a broker or intermediary. 
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SIX BELLS 


** Hanging Flame” 


EXPLOSION 


or Spark Probable Cause 


FiksST expert opinion as to the origin of the explosion on June 28 at the Six Bells Colliery, 

Abertillery (Mon), was given on Monday at the inquiry which ended on Wednesday. In his 
evidence Mr. Lewis George Fear, HM Senior Inspector of Mines for the Newport District, said 
he thought there were two possible ways in which gas might have ignited—by a “ hanging flame” 
at the rippings or by a frictional spark. The inquiry, which is being held at Newport, is conducted 


by Mr. T. A. Rogers, HM Chief Inspector of 


Mr. Fear said he thought that ignition started 
at the roadhead of the O10 section main intake 
gate road in the W district. Before the explosion 
there had been no gas reported occurring in this 
roadhead for some time. The probable source of 
firedamp was from the roadhead itself and possibly 
from the roof between a cavity and the roadhead, 
forming an accumulation at the ripping face with 
a possibility of its extension back along the road- 
way near the roof. 

Underground inspections before the explosion, 
he said, indicated difficulties in W district of No. 5 
Pit—* but my impression was that the matters were 
being dealt with quite satisfactorily.” Asked about 
evidence of contraband found in the area of the 
explosion, Mr. Fear said that so far as his own 
investigations went nothing was found to indicate 
contraband in spite of an extensive search. 


Explosion Propagated by Dust 


Cross-examined by Mr. E. Ryder Richardson, QC, 
for the National Union of Mineworkers, Mr. Fear 
agreed that before the explosion he had given per- 
mission for 10 per cent. of the men only to be 
searched for contraband. He added that he had no 
knowledge that the system of searching by deputies 
had broken down a month before the explosion. 

Another expert, Mr. Francis John Hartwell, 
of the incidents section of the Safety in Mines 
Research Establishment, also maintained that there 
were only two sources of ignition possible for the 
explosion—friction sparking and the persistence of 
hanging flame following shotfiring. “This was un- 
doubtedly an explosion propagated by dust raised from 
the conveyors. I think that is the lesson to be learned 
from it,” said Mr. Hartwell. 

The inquiry closed last week with evidence concern- 
ing searching for contraband at the colliery. Mr. 
Aibert Smith (54), an assistant hitcher, said he had 
been a searcher for a long period but about a year 
ago decided, because there was a move to halve the 
overtime rate for the work, that “it just wasn’t worth 
while.” He told Mr. Philip Wien, for the National 
Association of Colliery Overmen, Deputies, and Shot- 
firers, that during the whole time he was a searcher 
he never found any contraband. 

Mr. Stanley James Hewitt (50), the colliery’s safety 
officer, said that on his last visit to the district on 
June 8, he considered it to be in very good condi- 
tion. Apart from the presence of gas in one section, 
which had been reported, everything was normal. 

Evidence of the discovery of contraband was given 
by P.c. A. Smith, who said an unsmoked cigarette 


head 


Mines. 








was found in the clothing of one of the victims. Mr. 
Albert Stanley Jones, HM Inspector of Mines, Cardiff, 
said he found two live matches in a haversack while 
searching the pit after the explosion. Mr. John 
Thomson Thirlaway, Area scientific officer, described 
a water bottle he had found after the explosion. 
Inside it there was a plastic bag suspended. The bag 
was watertight and would have been a good hiding 
place for contraband. 

Questioned by Mr. Richardson, Mr. Thirlaway said 
there were more adverse reports from dust sampling 
in May than from the whole of the previous year. 
In June there were more adverse findings than in 


Mr. Robert Welsh Simpson, Area ventilation engi- 
neer, gave evidence of visiting the pit in 1959 regarding 
difficulties with gas in the section, On May 16, 1960, 
he went there again to investigate gas emission because 
it was reported that the compressed air clearance 
system had become ineffective. Replying to Mr. 
Richardson he said he would not claim that every- 
thing was all right in the section, but he denied that 
the indications of gas danger were growing. 

The division’s HM Electrical Inspector of Mines, 
Mr. A. L. Alexander, said that following the explosion 
he inspected everything electrical in the W district 
and found it in very good condition. There was no 
evidence at all that electricity might have been the 
cause of ignition. 

A similar “clean bill” was given to the scheme for 
plant maintenance under the mechanics regulations by 
Mr. Kenneth Simpson Worthington, HM Mechanical 
Inspector of Mines. He said he could see no reason 
for thinking that the mechanical equipment was 
associated with the explosion in any way. 

Chief witness on Tuesday was Mr. Vivian Luther, 
manager of the colliery since 1956. Referring to 
stone-dust barriers, Mr. Luther said that they were 
erected throughout the pit and, in fact, some had 
been installed before he arrived. There had been, 
however, a serious problem with road pressures where 
difficulties were experienced with the barriers and 
they had been taken down to carry out repairs. 


He had ensured that regular supplies of stone dust 
were sent into the mine, regardless of whether it was 
ordered. He had sent down three times as much as 
was used before his arrival because he considered it 
important. 

When he visited W district eight days before the 
explosion, ventilation in O 18 was the best it had been 
for months and at O10 conditions at the face were 
excellent. 

Regarding searching for contraband, Mr. Luther 
said that difficulties began in February, 1959, when 
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he discovered that searchers were receiving twice as 
much as they were entitled to. The payments were 
rectified, but as a result the men refused to search. 
The difficulties continued in No. 5 pit and when he 
appealed to the NUM lodge he had the same reply— 
to pay them what they had before. He had instructed 
shotfirers to search and he now knew his instructions 
were not carried out. 

He had never seen or heard of a shotfirer in the 
mine using coal dust instead of stone dust to fill 
stemming bags for shotfiring holes, nor had any of 
them complained of this before the explosion. 

He had given a lot of thought to how the explosion 
might have happened, said Mr. Luther. In the main 
he agreed with the suggestions of the Safety in Mines 
Research Establishment and the inspectorate that the 
explosion began in O10 and was caused by a falling 
stone. Lamps had nothing to do with it. He believed 
that a feeder had caused a build-up of gas, but for 
such an accumulation to occur the doors at the mouth 
of O10 must have been interfered with for some time. 

The inquiry closed on Wednesday with a submission 
by Mr. G. G. Baker, QC, for the National Coal Board, 
that Mr. Luther had come out unscathed from an ordeal 
of criticism and questioning. “On behalf of the 
board,” he said, “I have been asked to state that it has 
always had confidence in Mr. Luther and that having 
listened carefully to all that has been said, it has heard 
nothing to make it change or withdraw that confidence.” 

This was not a case of an incompetent and idle man 
sitting back and doing nothing and failing to do what 
the law required him to do, said Mr. Baker. “Mr. 
Luther was taking every step a normal and reasonable 
man could do. His failure, serious as it was, had no 
effect on the onset of this accident.” 

For the Ministry of Power, Mr. Cyril Leigh said the 
greatest measure of agreement was that ignition origin- 
ated as a gas explosion near 0 10. It was caused 
possibly by a hanging flame or by a spark caused by a 
falling stone. They had heard about a breakdown in 
arrangements for searching persons going underground. 
Whatever reasons might be advanced in excuse, the fact 
was much to be deplored—but he emphasized that con- 
traband could have played no part in the explosion. 

There were sinister implications in the finding of the 
plastic bag in the water bottle. Without clear evidence 
to the contrary the conclusion must be that one in- 
dividual was determined to beat the searcher, with all 
that that implied. 

The 75th and final witness was Mr. Ronald Williams 
(37), manager of the Abertillery Group which includes 
Six Bells. He had been aware of the difficulty with gas 
and he was in general agreement with the steps taken, 
he said. He was not aware that the directive relating 
to stone-dust barriers was not being implemented. He 
had confidence in Mr. Luther, he said. 





GEORGE COHEN 600 Group, LimITED—MFr. Cyril M. 
Cohen, chairman, states that no further precise in- 
formation about the forthcoming rights issue can be 
given, but the board hopes to announce the terms in 
November. Regarding the £1,625,000 of unissued 
ordinary capital which will remain after the rights 
issue, there is no present intention of issuing any of 
it. While the directors have no take-over deal in mind, 
they might wish to use a portion of the unissued 
capital in this way. If, at some future date, it is 
proposed to issue any of the remaining £1,625,000 
of ordinary capital in circumstances which would 
result in a radical change in control of the company 
or of its business, the matter will be first referred to 
stockholders. 


Britain’s First Town on 
Natural Gas 


M R. RICHARD WOOD, Minister of Power, unveiled 
last Friday a plaque at the local gasworks to 
commemorate the occasion of Whitby (Yorks) becoming 
Officially the first town 
in Britain to receive its 
gas from natural re- 
sources. Deposits of 
butane in the Esk valley 
are believed to be suffi- 
cient to supply the town 
for at least the next 30 
years. 

The plant has cost the 
Gas Board £124,000 
and will save 6,000 tons 
of coal a year. Butane 
was first discovered in 
the valley before the 
war by British Petro- 
leum, Limited, when 
prospecting for oil. 

The Minister said it 
was unlikely that 
natural gas would have any radical effect on the coal 
industry because the amounts were probably too 
small. He believed that eventually the gas: would 
be supplied to the majority of consumers in the North 
Riding and to many in the East Midlands and Scot- 
land, where other deposits had been found. 





Mr. RICHARD Woop 





Qualcast’s Increased Profit 


Frinac dividend of 164 per cent., making 26} per 

cent., less tax, is to be paid by Qualcast, Limited, 
light repetition engineers and stezl and iron founders, 
etc., of Derby, for the year ended june 30, 1960. In 
the previous year a total dividend equivalent to 24.1 
per cent. and a 3 per cent. tax free distribution out of 
capital profits were paid. 

It is proposed to capitalize £862,489 of reserves in 
a one-for-two scrip issue to holders registered on Octo- 
ber 11. Group trading profit during 1960 rose from 
£1,548,778 to £1,611,453 and the net profit was up from 
£632,360 to £659,599, after tax of £652,184 (£632,360). 
It is also proposed to increase the authorized capital 
by £3,075,000 by the creation of £4,000,000 5s. ordinary 
shares. 

During the year a professional valuation of properties 
and plant was carried out. This has not yet been 
completed, but the chairman, Mr. J. E. V. Jobson, 
states that the surplus will be in the region of 
£2,750,000 


GARDINER, SONS & COMPANY, LIMITED, engineers, 
manufacturers of constructional steelwork, etc., of 
Bristol—A small group profit is reported for the first 
half of 1960, compared with a loss of some £26000 
for the corresponding 1959 period. The interim divi- 
dend is maintained at 2 per cent. and the directors 
forecast an unchanged final of 3 per cent., making 
5 per cent. for the year. Prospects for the second 
half of this year and also for 1961 are considered 
to be bright with the expectation of a continuation 
well into next year of the existing high level of activity 
in the building industry. 
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Electrical Merger Plan 


GEC AND ENGLISH ELECTRIC HOLDING TALKS 


ONE of the largest industrial mergers to be arranged in Britain became probable on Tuesday 
when the English Electric Company, Limited, and the General Electric Company, Limited, 


announced that they are to 


“explore immediately ” 


the possibility of combining through a hold- 


ing company. Net assets of the two groups total some £177,000,000, which would make it the 


largest electrical group in Britain—larger than 
has net assets of about £166,000,000. 


Announcing the move, the English Electric and 
GEC boards said they had been jointly consider- 
ing the general position of the British electrical 
industry. “* We feel that many activities of the two 
groups are complementary, and having regard to 
the interests of shareholders and employees have 
agreed to explore immediately the practicability 
of a merger of the two groups by means of a 
holding company.” Time is required, the two 
companies add, to examine details and to formu- 
late any definite proposal to shareholders, but a 
further statement will be made as soon as possible. 

English Electric has net assets of some 
£89,000,000 and about 84,000 employees. GEC 
employs about 70,000 people and has assets of 
about £87,000,000. The chairman of English 
Electric is Lord Nelson. The group’s trading profits 
have grown steadily from £8,790,000 to £11,445,000 
over the past five years. General Electric, whose 
chairman, Sir Leslie Gamage, is to retire at the 
end of the year, also earned more than £11,000,000 
last year compared with £9,900,000 five years 
earlier. Both companies are engaged on nuclear 
power contracts, and in marine propulsion, heavy 
generating plant, electronics, and domestic appli- 
ances. 


Hepworth & Grandage Build 
New Factory 


WORK began this week on the levelling of the 
22-acre site at Southwick, Sunderland, for a 
new factory for Hepworth & Grandage, Limited, manu- 
facturers of pistons, piston rings, and other engine 
components, of Bradford. The company’s present 
26-acre site is fully developed and the new works will 
ease the present heavy pressure on the existing facilities. 

In a statement at the weekend Mr. J. L. Hepworth, 
the chairman, said that the transfer of work would 
not mean the shutting down of capacity at the 
Bradford works. The floor space and the employees 
released were urgently needed for the expansion of 
production of other components made by the company. 

The new site, when complete, will include a 165,000- 
sq. ft. cast iron foundry and auxiliary machinery. 





Durinc the first half of this year, the Norwegian 
Iron Works increased production by 35,000 metric 
tons to a total of 165,848 tons, while raw steel output 
rose by 25,000 tons to 173,554 tons. 


Associated Electrical Industries, Limited, which 








** Self-Made” Man Still 
Needed by Industry 


NDUSTRY still has need of the self-made man, 
but can no longer afford the ruthless, vain, type 
with his dominant personal ambition, said Mr. John 
Marsh, director of the Industrial Welfare Society, 
when he delivered a paper on “The cult of the 
self-made man” to the Institution of Production 
Engineers in London last week. The ideal self-made 
man required a more basic and liberal education than 
his legendary counterpart who left school at 14, he 
said. 

For the able, potentially self-reliant young man 
the key to success tomorrow was through specialization. 
Professional bodies in the industrial field, however, 
also needed to encourage the social skills—of listening 
to the other man’s view, of give and take, and the 
arts of co-operation generally. “There is surely an 
imminent danger that we are concentrating on produc- 
ing a technically skilled nation by mass production 
methods as opposed to a truly educated one,” he said. 

Mr. Marsh said that there were depressing signs 
that the American cult of “ organization men” had 
arrived in this country. If it had, he blamed the 
universities, particularly the older ones, for their 
negative, almost hostile attitudes to the development 
of an industrial society. While accepting industry as 
a necessary evil, they consistently appealed for its 
money and at the same time tended to regard the 
graduate who entered it as a lost soul, who in selling 
his talent had also sold his discretion. 





DAVIS & TIMMINS BUYS GLASGOW 
ENGINEERING GROUP 


AVIS & TIMMINS, LIMITED, makers of screws, 
nuts, and bolts, of Walthamstow, London, E.17, 
is to acquire for cash the Glasgow Engineering 
Supplies Company, Limited, and its two subsidiaries, 
Edinburgh Rubber (Young-& Company), Limited, and 
James F. Smith & Company, Limited, Newcastle-upon- 
Tyne. The three companies carry on business com- 
plementary to that of Davis & Timmins. 

It is stated that the value of the assets and earnings 
acquired are not material in relation to the financial 
position and trading results of the Davis & Timmins 
group, but it is expected that the acquisitions will 
strengthen the company’s selling organization by pro- 
viding new outlets for its products, and also will 
benefit customers of the new companies through im- 
proved service 
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Personal production five-fold to 1,000 tons a week and made 


Governors of Technical 


Staff College 


MONG the first governors named by the Minister 

of Education, Sir David Eccles, for the proposed 

staff college for technical teachers is Mr. WHLLIAM 

FREDERICK CARTWRIGHT, 

assistant managing 

director of the Steel 

Company of Wales, 

Limited, and president 

of the Iron and Steel 
Institute. 

Mr. Cartwright joined 
the board of SCOW on 
its formation in 1949 as 
general manager of the 
steel division. He was 
appointed to his present 
post in 1954. He is 
also a director of Davy- 
United, Limited. In 
1958 he was awarded 
the Iron and _ Steel 
Institute’s highest 
honour, the Bessemer 
Gold Medal. 

Asalready announced, 
the chairman of the governors will be Sir Alexander 
Fleck, FRS, president of the Society of Chemical 
Industry, and former chairman of Imperial Chemical 
Industries, Limited. Other members include Sir David 
Anderson, late principal of the Royal College of 
Science and Technology, Glasgow, Dr. A. W. Davis, 
managing director of the Fairfield Shipbuilding & 
Engineering Company, Limited, and Sir Willis Jackson, 
FRS, director of research and education of Associated 
Electrical Industries, Limited. 





Mr. W. F. CARTWRIGHT 


The Vickers-Armstrong scholarship in naval archi- 
tecture for 1960 has been awarded by the Royal Insti- 
tution of Naval Architects to Mr. B. T. Procter, of 
Trinity Academy, Edinburgh. 

Mr. V. L. ELLis, wire rope production controller, 
and Mr. R. ELKINGTON, wire production controller, of 
British Ropes, Limited, Doncaster, are spending a fort- 
night in the Soviet Union to examine Russian rope- 
making methods in a number of plants in several of 
the major cities. 

First award of the Ellis Medal for works manage- 
ment will be made to Mr. W. HuppLesTon of the 
atomic staff of the Springfields Atomic Factory, 
Salwick (Lancs), at the first meeting of the 1960-61 
session of the Preston branch of the Institution of 
Works Managers next Thursday. 

LorD NELSON OF STAFFORD, chairman of the English 
Electric Company, Limited, left London on Monday 
for a short visit to the US and the British West 
Indies. One of his first engagements in New York 
was to attend the opening of an exhibition as prime 
warden of the Worshipful Company of Goldsmiths. 

Mr. D. A. AYLING, who emigrated in 1957 to Green- 
land to become manager of that country’s only coal 
mine, returned recently to Stoke-on-Trent where he is 
spending a holiday. He left his job as senior overman 
at Parkhouse Colliery, Chesterton (Staffs), in 1957, to 
take over management of the mine at Qutdliissat on 
Greenland’s Disko Island. Since then he has increased 


the country—-which used to import 40,000 tons a 
year from Britain—self supporting as far as coal is 
concerned. He returns to Greenland on Monday. 

Fifty-five years’ service with the Appleby-Frodingham 
Steel Company, branch of the United Steel Companies, 
Limited, Scunthorpe (Lincs), is the fine record of 
Mr. HERBERT JOHN MARSHALL, who has retired. He 
started with the North Ironworks in July, 1905. In 
1956, he gave up driving locomotives to take on 
lighter duties. 

Sir GRAHAM CUNNINGHAM, chairman of Triplex Hold- 
ings, Limited, is resigning at the end of the group’s 
financial year—June 30, 1961. Sir Graham, who is 68, 
is also chairman of Stern & Bell, Limited, engineers 
and steel fabricators, of Birmingham, and of Weldall 
& Assembly, Limited, welded fabrications and sheet 
metal machinery makers, of Stourbridge (Worcs). 

To mark their 40 years’ service with Forgrove 
Machinery Company, Limited, automatic wrapping 
machine makers, of Leeds, Mr. H. J. WENBAN, chair- 
man and managing director, and Mr. W. H. CONNETT, 
price controller, were presented with gold watches last 
week by the chairman of the parent company, Mr. 
A. I. Baker, of Baker Perkins, Limited, Peterborough. 

Dr. DupLey A. Rosins, chief metallurgist of the 
Tin Research Institute, left on Tuesday for a tour 
of the United States during which he will visit leading 
centres of metallurgical research in Cambridge, Chicago, 
Philadelphia, and other cities. He will have discussions 
in foundry circles on the use of tin as an alloying 
addition to cast iron, and while in Philadelphia will 
visit the 42nd National Metal Congress and Exposition. 

Party from the British Iron and Steel Federation 
which left for a visit to Yugoslavia on Wednesday 
is headed by Mr. E. W. Senior, commercial direc- 
tor of the federation and a former Master Cutler, 
who led the visit to Czechoslovakia earlier this year. 
Dr. T. P. CoLcLouGH, technical consultant, is also in 
the party, other members of which inciude Mr. J. L. 
GASKELL, a director of Appleby-Frodingham Steel 
Company, branch of the United Steel Companies, 
Limited, and Mr. L. W. PATEMAN (Hadfields, Limited). 
The party returns on Monday. 


Three Cannock Chase 
Officials Retire 


HREE officials in the Cannock Chase Area of the 
West Midlands Divisional Coal Board are 
retiring today (Friday). They are Mr. C. M. Peel, 
manager of No. 4 Group, Cannock Chase Area, and 
Mr. A. F. Wood, project engineer at Lea Hall Colliery, 
and Mr. Edward Scarlett, surveyor of No. 3 Group, 
Cannock Chase Area. 

Mr. Peel is honorary secretary and a past president 
of the South Staffordshire and Warwickshire Institute 
of Mining Engineers, and serves on the council of 
the national body. Mr. Wood’s association with Lea 
Hall Colliery began in 1951 when the site was still 
farmland, and he remained in charge to see it take 
shape. With the expansion of work at the colliery 
last year, he was appointed a project engineer. 

Mr. Scarlett has spent the whole of his mining 
career in the Cannock Chase Area. He started work 
as a boy at Holly Bank Colliery, qualified as a mining 
surveyor in 1917, and after war service moved to 
William Harrison’s & Company, Limited. He was 
surveyor at Wyrley and Grove collieries from 1926 
until he became a group surveyor in 1949. 
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Fuel Oul Tax Urged 


SEVEN-POINT PLAN FOR THE COAL INDUSTRY 


"TAXATION of fuel oil and Government financing of the National Coal Board’s excess coal 

stocks are proposed in a new policy for fuel and power published jointly by the Labour 
Party and the Trades Union Congress last Friday. These are two of seven measures outlined 
which, it is urged, the Government should adopt to control “ the contraction of the coal indus- 
try.” The policy statement will be submitted to the Labour party conference next month. 


Other points put forward in the document are: 
Oil-fired power stations which can be converted 
to coal should be switched at once; open-cast out- 
put, already severely cut, should be further reduced; 
an independent investigation should be made into 
the production costs of fuel oil to determine how 
far the price of imported oil calls for action under 
anti-dumping legislation. 

It is also suggested that the Government should 
discuss with the oil firms a voluntary regulation 
of imports, and that coal exports should be in- 
creased, with the Government backing the Coal 
Board in offering guaranteed supplies to foreign 
buyers. 

Fuel oil tax was lifted during the coal scarcity 
of 1947 by the Labour Government then in power. 
The suggested tax of 14d. a gallon would raise 
£25,000,000 a year, and might be used, the docu- 
ment suggests, to reduce the tax on diesel oil now 
paid by road transport. 

Mr. Harold Wilson, MP, who has been chairman 
of the Joint Labour-TUC fuel policy committee, 
said last week that if the Government failed to 
guarantee future security to the industry, there 
would be a coal shortage before long. The policy 
statement urges the Government to set a “ realistic 
minimum figure for coal production for some years 
ahead.” Without such a specific target, the National 
Coal Board would not be able to plan sensibly its 
investment and production programme. 


Mr. Will Paynter at Chesterfield 
Demonstration 


CCUSING the National Coal Board of “ wantonly 
abandoning” coal supplies, Mr. Will Paynter, 
general secretary of the National Union of Mine- 
workers, said at Chesterfield (Derbyshire) on Saturday 
that “every pit that closes, although it still has 
reserves, is a positive and decisive loss to society.” 
Mr. Paynter, who was speaking to a meeting of miners, 
was commenting on the board’s decision to close 35 
more pits next year. 

The board might be conducting a “policy of ex- 
pedience ” of benefit to this generation but it could be 
disastrous to future generations. Cutting back pro- 
duction and closing pits were harsh economic measures 
which had created a widespread sense of insecurity. 
Unless the industry was protected from unfair com- 
petition manpower would be run down and would be 
reduced so much that when the need for coal 
eventually came there would be no ou to get it. 





Durham Selling More Coal 
than it Produces 


Car offers a bright future to young men of initia- 
tive and intelligence, said Dr. W. Reid, at New- 
castle-upon-Tyne last Friday. Dr. Reid, who is chair- 
man of the Durham Divisional Coal Board, was speak- 
ing at a meeting of members of the board and head- 
masters and careers masters from public, grammar, 
technical, and secondary modern schools from all parts 
of Durham County, Tees-side, and the North Riding 
of Yorkshire. 

The coal-mining industry might contract a little, he 
said, but it would continue to play a major part in 
the country’s fuel requirements and continue to be an 
important industry for the future of the country and 
its security. 

Durham coal was flourishing and while the seamen’s 
strike caused a temporary setback to the division’s 
sales campaign, Durham was selling more than it was 
producing. The coke ovens and electricity industry 
were taking more than in the past. 

“If we are to increase the standard of living in 
Britain more power will have to be provided and coal, 
an indigenous fuel, will make its contribution,” Dr. 
Reid said. “Coal mining is the most important 
industry in Co. Durham and will remain so for many 
years to come and we shall go forward on increasing 
productivity. But to maintain and increase our effi- 
ciency, the coal industry must get a fair share of the 
brains in the country. 

“We want young men of ability who will equip 
themselves to take leadership in this important industry 
in the years to come,” he declared. 








MINERS’ NOMINEE FAILS AT 
EBBW VALE 


R. MICHAEL FOOT was adopted as Labour 

candidate for Ebbw Vale, Mr. Aneurin Bevan’s 

old constituency, in Tredegar at the weekend. He is 

47 and was MP for Devonport from 1945 to 1955. 

As his election is virtually certain, his adoption ends 

a 56-year-old tradition of a Welsh MP being returned 
to Westminster. 

The mineworkers’ candidate, Ald. F. Whatley, a 
colliery worker, failed to secure sufficient votes in the 
second ballot, and in the final ballot Mr. Foot polled 
85, against 41 for Mr. G. Parry (a schoolteacher) and 
29 for Mr. R. Evans, official nominee of the steel 
workers’ union and Mr. Bevan’s former agent. 
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Board Changes 


Mr. Richard Miles New 


Joy-Sullivan Chairman 


M®:- RICHARD MILES, who recently retired as 
chairman and managing director of Head, 
Wrightson & Company, Limited, has been appointed 
a director and chair- 
man of Joy-SULLIVAN, 





LIMITED, manufac- 
turers of mining 
machinery and com- 


pressed air equipment, 
of Greenock, Scotland. 

Mr. Miles, who was 
educated at Nottingham 
High School and gradu- 
ated in mechanical en- 
gineering at Sheffield 
University, served his 
apprenticeship at the 
Thorncliffe Ironworks 
of Newton, Chambers 
& Company, Limited. 
After the first world 
war, in which he at- 
tained the rank of 
major, he returned to Thorncliffe, later becoming 
general manager. In 1932 he was appointed general 
manager of Head Wrightson and later the same year 
managing director. He became chairman in 1950. 

Among his many associations with industry, Mr. 
Miles has served on the national committees of the 
Institute of British Foundrymen, the Federation of 
British Industries, the British Steel Founders’ Associ- 
ation, the British Engineers’ Association and the 
British Welding Research Association. 





Mr. RICHARD MILES 





GLOUCESTER RAILWAY CARRIAGE & WAGON COMPANY, 
LiMITED—Mr. E. F. O. Gascoigne has been appointed 
a director. 

Cory Bros. & ComPANy, LimiTtep-—-Mr. D. G. 
Drewett has been appointed a director. He has been 
with the company for 25 years and is a director of 
several of the subsidiary companies. 

SUPERHEATER COMPANY, LiIMITED—Sir Richard 
Snedden, a director of Consolidated Gold Fields of 
South Africa, Limited, has joined the board. Mr. 
Harold Melhuish has retired from the board at his own 
request. 

DARLINGTON WIRE MILLs, 
Tennick has been appointed 
the company and its 


Limirep—Mr. S. M. 
managing director of 
subsidiaries, Skerne Works, 


Limited, Northgate Steel Wire Mills, Limited, and 
Darlington Plastics, Limited. 

MIDLAND TAR DISTILLERS, LimireED—Mr. W. F. 
Dines, who recently joined the board, has been 


appointed general works manager. He succeeds Mr. 
W. E. Aylwin, who has retired from that position, 
although retaining his seat on the board. 

S. INSTONE & Company, LimiteED—Mr. Theodore 
Instone and Mr. R. F. Lancaster have resigned from 
the boards of the company and its subsidiaries. Mr. 
Instone was one of the founders of S. Instone and 
has been a member of the board since its incorporation. 
He retired as chairman and managing director in 
May last year. 

FIRTH CLEVELAND Pumps, LimireEp—Mr. W. M. H. 
Stevens has been appointed deputy chairman and joint 


managing director of the company, which is a member 
of the Firth Cleveland group. He was formerly tech- 
nical director of Bowser International, Limited. Mr. 
R. W. Hill continues as joint managing director and 
will control sales activities from the Firth Cleveland 
group headquarters in London. 

CERAMIC Hovpincs, LimireEp—For health reasons, 
Mr. C. J. Reid has resigned as secretary and as joint 
managing director of the subsidiary James Dougall & 
Sons, Limited, Bonnybridge, but is retaining his seat 
on the board of James Dougall & Sons. Mr. A. W. 
Robertson-Durham has been appointed to succeed Mr. 
Reid as secretary of Ceramic Holdings and Mr. H. 
Munro Wilson succeeds Mr. Reid as joint managing 
director of James Dougall & Sons. 





Ergonomics : Successor 
to “ Motion Study ” 


J[NCREASED production, higher efficiency, and reduc- 
tion in training time were among the benefits 
which could be obtained from greater co-operation in 
ergonomics between research and industry, said Lord 
Hailsham, Minister for Science, in London on Tuesday. 
He was opening a three-day conference on ergonomics 
in industry, which was attended by 300 representatives 
of nearly 200 firms. 

Lord Hailsham said that at present the only real 
attempt to get the most from human effort was based 
on “time and motion” study principles formulated 
about 50 years ago. But the old formule were no 
longer entirely contemporary, and the time had come 
to study the matter in a more scientific way. The 
study of ergonomics represented an attempt by 
scientists and both sides in industry to get together in 
the study of man in relation to his working environ- 
ment. 

A factory could not run on machines alone; there 
must be men to operate, monitor, or maintain them. 
It stood to reason that, as man formed a vital part in 
any industrial undertaking, as much should be known 
about his performance as all efficient production 
managers knew about that of the machine. 

The conference was organized by the Department of 
Scientific and Industrial Research at the request of the 
Ergonomics Research Society and the Trades Union 
Congress. 





FORGING APPRENTICES NO LONGER 
“TEA AND ERRAND” BOYS 


APPRENTICES in the forging trade now receive a 
much wider approach to the subject, and as a 
result become much more knowledgeable, said Mr. 
A. M. C. Murphy, director and works manager of 
Hall & Pickles, Limited, steel, tool and wiremakers, 
of Sheffield, and chairman of the Sheffield Forges 
Co-operative Training Scheme, at the presentation of 
certificates to trainees of the scheme last Saturday. 

“ Apprentices used to run errands and make tea— 
now they are put on the hammer the very first day. 
They get the atmosphere of the forge from the begin- 
ning.”’ Mr. Murphy said. The awards were presented 
by Mr. W. G. Lumb, Sheffield’s assistant education 
officer. 





F. Pratr & Company, Limrrep—Mr. Glyn Mitchell 
has been appointed works director. 
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SWITCH TO OIL? 
Dearer Coal May Change Power-plant Policy 


LATEST increase in the price of coal may lead to an acceleration of the switch to oil as a fuel 

for power stations. This was indicated by Sir Christopher Hinton, chairman of the Electricity 
Generating Board, on Tuesday, who said: “The price trend has moved further against coal and 
in favour of oil burning. The fall in world oil prices has made it much cheaper to produce 
electricity from power stations sited close to oil refineries in the South of England than from 


coal-fired plant.” 


Sir Christopher, who was speaking at a Press 
conference in London following the publication 
of the Generating Board’s annual report, said of 
the rise in coal prices: “ The change has been so 
recent I cannot say what its implications are. All 
I can say is that it is making us think very, very 
carefully.” 

However, the reliability of relatively cheap coal 
supplies in the East Midlands, without the risk of 
interruption by international crises, justified the 
board in its policy to locate most of its con- 
ventional power stations in the East Midlands and 
Yorkshire. 


Power-plants near Collieries 


Sir Christopher spoke of obtaining electricity 
as cheaply from nuclear power stations as from con- 
ventional stations by 1970. The power, which would 
be generated by the nuclear stations now under con- 
struction, would be more expensive than that gener- 
ated by conventional stations, but “ we are hoping that 
the margin will narrow, and the break-even point is 
calculated as coming between 1966 and 1970,” he said. 

The board’s report states that during 1959-60, as a 
result of the mounting surplus of coal, the CEGB was 
persuaded by the Government to modify (at some 
expense) its earlier plans to convert some coal-fired 
stations to oil. Discussions were held with the Minister 
of Power—discussions which were “ the more clear-cut, 
though not necessarily easier, because at present-day 
prices oil shows a substantial economic margin over 
coal at these stations.” 

The Generating Board is the largest consumer of 
coal. Although its consumption of oil has risen from 
about 250,000 tons in 1956-57 to 4,400,000 tons in 
1959-60, coal consumption in the latter year shows 
a 4.1 per cent. increase over the 1958-59 level, and the 
demand for coal will continue to rise. 

“Present plans,” states the report, “suggest that in 
1965 nuclear energy and oil will each contribute some- 
thing like 10 per cent. of the board’s total energy 
requirements, with solid fuels supplying the remainder, 
and the coal burnt in that year is expected to be some 
8,100,000 tons above the present level of 43,400,000 
tons.” 

An increase in electricity prices was forecast by Sir 
Robertson King, chairman of the Electricity council. 
This council’s report is published simultaneously with 
that of the CEGB. The recently concluded wages 
agreement was likely to cost the electricity industry an 
extra £12,000,000 a year, he said, and the cost of the 
increase in coal prices would be more than £10,000,000. 

Chief industries to be affected by the rise will be the 
chemical, iron and steel, shipbuilding, engineering, and 
coal mining industries. 








Rolling-mill Automation : 
Britain Leads 


“WWE are nearer the fully-automated rolling mill 
than you might think and I can safely say 
we are well ahead of the Americans in this field.” This 
encouraging piece of news was given to visitors to the 
Darnall, Sheffield, works of Davy-United, Limited, by 
a company spokesman during its open day on Satur- 
day. He said that two US firms and a Canadian firm 
were producing Davy-United products under licence. 
As well as electronic equipment for rolling mills the 
company is manufacturing equipment for the chemical 
and other industries. 


The spokesman went on to point out the problem 
of setting up such a manufacturing plant in the city. 
“Since most people associate Sheffield with steel, cut- 
lery, and heavy engineering, and not with electronics 
engineering, we are experiencing difficulty in getting 
the skilled men we need,” he said. The open day would 
appear to be an ideal way of clearing up any mis- 
conceptions—4,200 people attended on Saturday. 


On Sunday the emphasis at the Darnall works was 
on heavy engineering. A 92-ton roll housing was suc- 
cessfully hauled by British Railways to the Cheshire 
steelworks of John Summers & Sons, Limited. The 
housing is one of two built by Davy-United. Each is 
23 ft. long, 12 ft. wide, and 8 ft 6. in. deep and a 
specially-built transformer wagon was used. 


2.400 Idle as Fire Threat Closes 
Yorkshire Pit 


JD ECISION to seal off a district of the Barnsley 

Seam at Bentley Colliery, near Doncaster, because 
of the threat of fire, has left 2,400 miners idle. 
Discussions started between officials of the National 
Union of Mineworkers and the North-Eastern Divi- 
sional Coal Board on Tuesday to find the men work 
at other collieries. 


Discovery of “heating” in the seam was made 
on Sunday, and workers on that night shift began 
sealing off the seam by placing sandbags to block air 
passages. Early on Tuesday colliery deputies led teams 
through the pit, checking for any more areas affected by 
the heat. It is expected that the pit will be closed 
probably only days. The affected seam may be 
worked again, although not for at least three months. 
The loss of output at Bentley is put at 3,000 tons a day. 
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Smaller Firms Discuss 
Training of Staff 


RR ECRUITMENT and training among the small and 
medium-sized firms in Britain was the topic of a 
conference held under the auspices of the Federation 
of British Industries at Buxton (Derbyshire) this week. 
Senior executives of some 70 firms employing from 
100 to 2,000 people attended. Opening the conference 
on Monday, Sir Norman Kipping, director-general of 
the FBI, said it could mark the beginning of an 
intensive study of the problems of staffing the smaller 
industrial units with the right men. 

Among FBI members it is being realized that the 
23,000 small firms in the UK, which employ between 
them 39 per cent. of the total labour force, too 
frequently have difficulty in recruiting and training staff 
of suitable quality, and Sir Norman said there were 
two major considerations. First, there was a growing 
appreciation of the value of higher education, and the 
university graduate was therefore sought after. 
Secondly, there was the effect of the 1944 Education 
Act, which made it more difficult for firms to recruit 
15-year-olds. 

Another problem was that of the small firm, perhaps 
a family business with a small number of vacancies 
and necessarily limited scope for advancement, which 
might have to recruit new managers or specialists from 
outside. He thought there were opportunities for 
co-operation between small firms in training schemes. 

Mr. Orlando Oldham, assistant managing director 
of Oldham & Sons, Limited, miners’ safety lamp and 
equipment makers, of Denton (Lancs), spoke on Tues- 
day about the development of the next generation of 
managerial staff. “At our company, we do require 


some educational standard from our employees— 
usually university standard,” he said. “I cannot 
emphasize enough that the top people must take 


interest in their employees, even in the office boys. 
If only one of them turns out to have a manager’s 
baton in his knapsack, he will be worth that interest.” 

Shop floor level advancement required careful plan- 
ning, stressed Mr. A. M. C. Murphy, works director 
of Hall & Pickles, Limited, steel, tool and wiremakers, 
of Sheffield. The older craftsmen did most of their 
work by hand, but instrumentation had come and the 
younger men must learn electronics and put aside 
“hand rule.” He made the point that in his company, 
young men were allocated to experienced men for 
training before setting out on their own. 

Warning the conference that British industry would 
soon face a serious problem of salesmanship, Mr. L. S. 
Newton, group education officer of Pilkington Bros., 
Limited, glass manufacturers, of St. Helens, said that 
Britain would be producing the goods at the right price 
but her administrative machinery would be inefficient. 
He stressed the importance of each company having a 
clear-cut plan for education and training and urged 
employers to take a greater interest in education by 
serving in advisory capacities on educational organiza- 
tions. 





THe HicH Autuority of the European Coal and 
Steel Community has granted to the Hiittenwerk Salz- 
gitter, AG, the West German steel concern, a requested 
guarantee of DM 100,000,000 for a loan needed for 
the company’s investment programme. The loan, which 
is to finance the building of hot and cold rolling 
units, will now be charged by the banks concerned 
at an interest rate reduced by | per cent. 


Change of UK Policy on 
Industrial H-Power 


M “oR change in the UK’s thermo-nuclear power 
development policy is to be made. Construction 
of the ICSE (Intermediate Current Stability Experi- 
ment) machine at the new Culham (Oxon) thermo- 
nuclear research centre is to be abandoned and the 
British effort on attempts to harness the power of 
the H-bomb for industrial uses is to be spread out 
over a greater number of new approaches. The new 
work will involve the construction of a series of six 
or more machines costing from £50,000 to over £100,000 
each. 

Expenditure on UK thermo-nuclear research, how- 
ever, will not be reduced and some £15,000,000 to 
£20,000,000 will be spent on the programme during 
the next two to three years. The decision not to go 
ahead with ISCE was taken following the discovery 
within the last few weeks that it would cost between 
£3,000.000 and £3,500,000 to build instead of the 
£1,500,000 originally estimated. 


Ratcliffe’s Springs Reports 
Heavy Order-book 


fr OR WARD order programme of Ratcliffe’s Springs, 

Limited, precision spring manufacturers, of Roch- 
dale, is booked for many months ahead and to meet 
growing demand for the company’s products it has 
been necessary to expend capital on new plant and 
machinery, states Mr. F. S. Ratcliffe, chairman and 
managing director. Output will need to be further 
increased, and the purchase of new machinery will be 
in line with a board decision to set aside capital each 
year for more plant and machinery. 

The board is to capitalize £37,500 out of undivided 
profits to pay up in full a further £37,500 of ordinary 
capital. Ordinary shareholders will receive one free 
ordinary share of 1s. for every four held. The ordinary 
shares will then be consolidated on the basis of one 
new ordinary of 5s. for every five shares of Is. The 
board intends, provided profits for the year ending 
April 30, 1961, are at approximately the same level as 
the previous year, to maintain the dividend at the same 
rate on the capital as increased by the bonus issue. 





No Margin for Cost Increases 
in UK Shipbuilding 


ALTHOUGH British shipyards can compete on equal 

terms with anyone, they have no margin to spare 
on increased costs if they are to continue to secure 
contracts, said Mr. John Hunter, chairman of Swan, 
Hunter & Wigham Richardson, Limited, shipbuilders 
and engineers, of Wallsend, at Newcastle-upon-Tyne 
last week. 


While the depression in shipping and the world’s 
excess of shipbuilding capacity continued, “any 
increase in costs—whether it be in management or 
wages to workers, or in what our suppliers and con- 
tractors charge—can only lead in the near future to 
a reduction in world employment and to hardship for 
all,” he said. To be successful, shipbuilding must be 
a co-operative effort and all concerned must do their 
best if the industry were to succeed in the conditions 
which existed today. 
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VACUUM CASTING FOR HEAVY FORGINGS 


Importance of Hydrogen Elimination 


Application of vacuum casting technique for the production of heavy forgings is the 
subject of a paper by Dr. V. Scalise (Societa Italiana Acciaierie Cornigliano) contributed to 
the symposium on “Internal Steel Quality and Methods of its Assessment” arranged by 


the West of Scotland Iron and Steel Institute. 


The whole process of manufacture is con- 


sidered with a view to the avoidance of defects, importance being attached to the elimination 
of hydrogen. The author emphasizes the need for adequate forging, upsetting, and further 
forging to eliminate hair cracks, and outlines a programme for efficient annealing. 


(THE melting shop at the works of Societa 
Italiana Acciaierie Cornigliano comprises seven 
conventional basic arc furnaces, two rated at 40 
tons, two at 35 tons, and three smaller. At the 
present time the largest ingot that can be cast com- 
pletely in basic electric steel is 160 tons. The forging 
plant has five hydraulic presses of 8,000, 5,000, 
2.500, 1,000, and 600 tons, respectively, with the 
necessary number of furnaces. The small presses 
are served by a 5-ton and a 2.5-ton manipulator. 

The vacuum treatment of the steel is done by 
the well-known stream degassing system, the plant 
comprising one large vacuum chamber, which can 
handle ingots up to 160 tons and a smaller chamber 
which is better adapted for the treatment of ingots 
up to 25 tons. The vacuum is produced by eight 
mechanical pumps, having a combined capacity 
of 15,000 cu.m. per hr. and can produce a vacuum 
of 0.01 mm. Hg. in about 90 min. The total in- 
stalled power of the equipment is 160 kW. The 
larger vacuum chamber is constructed in welded 
steel plate, has an inside diameter of 4,230 mm. 
and a height of 7,850 mm. The top cover is in 
cast-steel and Neoprene rings provide a good seal 
between the chamber and the cover and between 
the cover and the intermediate ladle. The smaller 
chamber has an inside diameter of 2,900 mm., a 
height of 5,000 mm. and is served by the same 
pumping plant. Two openings in the top cover 
allow a good vision of the entire pouring operation 
from the bottom of the ingot mould. For con- 
venience two high-speed cameras can be installed 
on the two openings and be connected to two tele- 
vision sets on the control board. 

The system may be used for the treatment of 
steel ingots in which event the ingot mould is 
placed directly in the vacuum chamber. For the 
production of steel castings or for pouring multiple 
ingots from one heat, a second ladle is placed in 
the chamber, which is withdrawn as rapidly as 
possible, and then the degassed steel is poured in 
the normal way. 


Charging, Melting, and Refining Practice 


All steels for forging are made in the basic 
electric furnaces under a standard practice well 
defined for each type of steel. Every possible 


precaution is taken to eliminate moisture from the 
charge and from the equipment. Thus heavy scrap 
is used; the lime comes from the kiln in sealed 
barrels and is opened just before use; ore, fluxes, 
and alloys are properly roasted before charging; 
all linings are thoroughly dried; and freshly lined 
furnaces and ladles are never used for the pro- 
duction of important ingots. After charging it 
is usual to wait a convenient time before striking 
the arc. 

The scrap is composed of 50 per cent. plant 
scrap of the same material to be produced and 
50 per cent. of unalloyed scrap chosen for its 
purity from a source of supply that can guarantee 
a constant quality at all times. In this way a 
standard charge can be obtained with a fairly 
constant amount of impurities. Cu, P, S, are 
kept to a minimum, As is below 0.02 per cent, 
and the Cr coming from the alloy scrap is con- 
trolled to less than 0.7 per cent. Fig. 1 shows the 
charge, the elementary composition of the charge, 
and a typical history of a heat for the pro- 
duction of a Cr-Ni-Mo steel. Melt down is at 
not less than 1 per cent. C. The heat is typified 
by a preliminary dephosphorizing period, a very 
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Fic. 1.—TypicaL CHART OF A HEAT FOR THE 
PRODUCTION OF A Cr-Ni-Mo STEEL. 
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strong boil with a carbon drop of over 60 points 
in 1 hr., oxygen being blown for about 20 min., 
and a finishing period under a light carbide slag. 
The Hz content of the steel produced can be con- 
tained between 4 and 7 cc. per 100 g. (average 
about 5) and the P and S can be kept to less than 
0.012 per cent. . 

In vacuum pouring it is extremely important to 

establish throughout a well standardized practice 
which provides a good control, and a properly 
scheduled and closely observed sequence of all 
operations in the furnace and in the pit. Of para- 
mount importance is the temperature control 
throughout the entire heat and pouring process. 
For each type of steel; temperatures are prescribed 
for the various stages of the heat, for tapping, for 
the furnace ladle, and for the pony ladle. Immer- 
sion thermocouples and automatic instruments are 
used for the reading and the recording of the 
various temperatures. For the vacuum pouring of 
ingots, the tapping temperature is higher than 
for air pouring and for ladle-to-ladle stream 
degassing the tapping temperature must be still 
higher. The additional temperature required de- 
pends on the type of steel, on the carbon and on 
the alloy content and on the quantity of steel being 
tapped. In general, for ingot pouring an increase 
of 20 to 30 deg. C. is sufficient, while for ladle-to- 
ladle stream degassing a further increase of about 
30 deg. C. is allowed. 
_ In pouring ingots from multiple heats collected 
in the same ladle, a time schedule and the tapping 
temperature for each furnace is set up in relation 
to the order in which the furnaces are tapped. In 
general, the heat tapped first in the common ladle 
has a temperature 20 deg. C. higher than that of 
the heats coming from the following furnaces. The 
average total drop in temperature that takes place in 
pouring the steel from the furnace to the collecting 
ladle and then to the intermediate ladle is between 
80 and 100 deg. C. In pouring the steel from the 
intermediate ladle into a second ladle in the vacuum 
chamber a further drop in temperature of from 30 
to 40 deg. C. occurs. The whole pouring system 
must be taken into consideration for determining 
the tapping temperature. For instance, if the fur- 
nace ladle is also used as the intermediate ladle, 
then tapping temperature can be reduced by about 
40 deg. C. The pouring rate in vacuum is less 
critical than in air and the casting conditions may 
vary within wide limits. With the present practice 
pouring of ingots in vacuum is on the average 30 
to 50 per cent. faster than in air. 

Before pouring, the vacuum in the chamber is 
brought to the highest degree obtainable, which 
normally is lower than 0.05 mm. Hg. The jet 
of steel entering the vacuum chamber breaks up 
into droplets and spreads in a conical shape having 
an angle which depends on the degree of vacuum 
in the chamber and on the gas content of the steel. 
In the pouring of ingots it is important that the steel 
does not strike the sides of the moulds and for this 
reason the ingot mould should be set as high as 
possible in the chamber and the degree of vacuum 


controlled accordingly. The common practice at 
the author’s works is to reduce the vacuum in 
the chamber to 15 mm. Hg. by injecting nitrogen 
just before pouring, and immediately after to bring 
it back to the lowest possible value, depending 
on the angle assumed by the steel jet on entering 
the vacuum chamber. For stream degassing of 
steel from ladle to ladle, there is naturally no need 
to reduce the vacuum before pouring. 


Degassed steel shows a higher shrinkage in 
solidifying than steel poured in air; therefore, 
additional precautions must be observed with 
vacuum-poured ingots to prevent shrinkage cavities. 
The practice is to remove the cover of the chamber 
as soon as possible and to control the temperature 
of the steel in the hot top with two 100-mm. elec- 
trodes, which can carry a power of 140 kVA. and 
a maximum of 1,000 A. The hot tops for vacuum- 
poured ingots are the same as for conventional 
pouring in air. 

At S.LA.C. the vacuum plant was started in 
September, 1958, and up to date about 350 ingots 
have been cast in vacuum, ranging in weight from 
25 up to 160 tons, and in various steel composi- 
tions from plain C to the higher alloy type. About 
150 heats have also been treated by the stream 
degassing method for the production of steel cast- 
ings or for casting multiple ingots from one large 
heat. 


Gas Removal 


The gas content in the steel, and in particular 
the He, is determined on samples taken from each 
furnace just before tapping, from the pouring ladle, 
and from the hot top of the ingot. The samples 
are drawn by a pipette and kept in liquid air. The 
H. is determined by the hot extraction method 
under vacuum at 700 deg. C. The average content 
of He in the steel at tap varies between 4 and 7 
cu. cm. per 100 g. The results obtained up to 
the present time indicate that on the average 40 
to 75 per cent. of the H2 can be removed by the 
vacuum treatment depending on conditions. The 
reduction in O» varies between 30 and 40 per cent. 
and that of N2 between 10 and 20 per cent. 

The most important factor determining the 
amount of hydrogen that can be removed by the 
vacuum treatment of the steel is the degree of 
vacuum that can be maintained in the chamber 
while pouring. Other factors that may influence 
the results are the original content of Hz in the 
steel, the temperature of the steel, and the possible 
contaminations from moisture in the refractories, 
especially from the hot top. Results have shown 
that with the normal procedure adopted, the 
residual Hz approaches fairly closely the equilibrium 
values shown by the solubility curve of H» in 
molten steel determined by Sieverts, and that the 
equilibrium values are more easily approached for 
lower pressures in the vacuum chamber and for 
lower contents of the original H: in the steel. 

Fig. 2 shows the Sieverts equilibrium curve on 
which are shown the values obtained for all the 
ingots cast in vacuum up to date. Each point 
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Fic. 2.—EQUILIBRIUM CURVES OF HYDROGEN IN THE 
DEGASSING CHAMBER. 


represents the average of ingots with He variation 
of 0.2 cu. cm. per 100 g. It can be seen that the 
points follow approximately the equilibrium law 
of Sieverts, and that no value of He greater than 
2.5 cu. cm. has been obtained when the total pres- 
sure in the chamber is less than 5 mm. of Hg. A 
maximum value of 2.5 cu. cm. per 100 g. of He 
can be considered as sufficiently safe for most alloy 
steels. Under conditions of equilibrium this value 
corresponds to a partial H2 pressure of 3.2 and 
to a total pressure in the chamber of about 10 
mm. of Hg. 

Under normal operating conditions of vacuum 
pouring, the pressure can be maintained at values 
lower than 5 mm. of Hg. which, as seen from 
Fig. 2, always gives H: values lower than 2.5 cu. 
cm. per 100 g. of steel. Another factor that has a 
direct effect on Hz removal is the time of duration 
of the degassing treatment. The data available at 
the present time are not sufficient to permit the 
plotting of definite curves, but they are sufficient 
to indicate that the longer the time, the closer the 
approach of the residual H: to the equilibrium 
values. In general it can be stated that operating 
with a vacuum less than 5 mm. of Hg. and with a 
degassing time of more than 15 min. the value of 
the residual Hp» lies between 1.5 and 2.5 cu. cm. 
per 100 g. 

Heat Treatment and Forging of Ingots 


The ingots stripped at a temperature of about 
700 deg. C., are placed in a furnace having about 
the same temperature, and are given a homogeniz- 
ing treatment comprising a long soaking at 750 
deg. C., and two other shorter soakings at 900 
deg. C., and at 1,000 deg. C. Giolitti in his book 
on the heat treatment of the steel demonstrates 
that in the cooling of steel ingots and especially of 
large ingots in alloy steel, the last liquidus may 
solidify at low temperature, which under certain 
conditions may be as low as 1,200 deg. C., and 
points out the danger that may arise from forging 
the ingot if these low melting zones are still in the 





mushy stage. The author’s experience has con- 
firmed this point and has also given evidence that 
the damage done is similar to that caused by the 
burning of the steel and that it can seldom be 
remedied by further forging operations. The 
reason for the heat treatment of the large ingots 
is to ensure first of all, a complete solidification of 
the ingot throughout the entire section and then to 
promote some diffusion at high temperature. More- 
over, the first forging operation is done at a tem- 
perature not higher than 1,150 deg. C. 


Metallurgical and Final Forging 

After discussing the general principles on which 
the forging procedure is based, the author defines 
metallurgical forging operations as the preliminary 
phase of upsetting and then forging to round, the 
object being to improve the properties of the steel 
at the centre of the piece in both radial and trans- 
verse directions. These operations are carried out 
so that the reduction in cross-section between the 
upset forging and the following round forging is at 
least 2.5, but preferably 2.8 to 3.0. In forging after 
upsetting, the main purpose is to reach the core of 
the forging with the highest possible pressure. For 
this purpose the temperature at the centre must be 
sufficiently high and never less than at the outer 
layers. During the operation flat tools are always 
used and they are the widest possible compatible 
with the power of the press. The full power of the 
press should be used in order to take advantage of 
the full width .of the tools and in the successive 
pressing operations they should not overlap. 

The actual forging procedure followed is to forge 
the upset piece first to a square billet having the 
sides equal to the longest diameter of the round to 
which the piece must be forged. This operation is 
performed with the heaviest available pressure, and 
possibly in one heat. The square billet is then 
forged first to an octagon and then to a round. In 
the latter operation the lower tool may be of the 
V type. For the upsetting and the forging-back 
operation the pieces are heated to the highest pos- 
sible temperature allowed by the analysis. 

In the final forging process the diameter of a 
round billet which must be upset a second time, 
should be less than 2.5 times the length of the billet. 
If after upsetting the piece must be finished, then 
the upset piece is forged to a square having a side 
100 to 150 mm. larger than the diameter of the 
final forging. For the final forging, or shaping 
operations, the round billet is heated to 1,000 to 
1,100 deg. C. max., and the forging is done with an 
upper flat and a lower V-shaped tool. In heating 
the forging for these final operations, the piece 
should always be heated uniformly for the entire 
length. If part of the forging is already finished, 
then the reheating temperature should not exceed 
1,000 deg. C. If the piece should become too long 
for the forging furnace, the heating is done in an 
annealing furnace at between 900 and 950 deg. C. 

One of the main causes of defects found in heavy 
forgings, especially of highly alloyed martensitic 
steel, may be traced to the presence of heavy segre- 
gations. The concentration of all the elements 
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present in the steel may reach high values in the 
zones of segregation and the resulting composition 
be such that the transformation time in the pear- 
litic range becomes exceedingly long. It may 
happen then that in these zones the steel trans- 
forms to a hard martensitic structure only after 
cooling, which in time may give rise to hair-crack 
lines. In these zones the H, concentration is also 
higher and if transformation is retarded and they 
remain austenitic to a low temperature, then H, 
elimination is also retarded and takes place at the 
temperature at which transformation takes place. 
The resulting condition is heavy stress caused by 
the expelled H, being in a more rigid and very 
brittle zone. 

Comparative spectrographic analyses have re- 
vealed that in certain zones of heavy segregations 
the actual hydrogen content of the alloying elements 
may reach a value of nearly twice that of the 
average analysis of the steel. In these zones there 
is a great danger of having retained austenite after 
full heat treatment, which then transforms to hard 
martensite with time. 

In the past there have been examples of large 
billets in Cr-Ni-Mo steel which gave no ultrasonic 
indications when controlled immediately after the 
annealing operation, but which with time gave a 
progressively increasing number of sharp indica- 
tions in the zones of segregation. Microscopic ex- 
amination and micro-hardness tests showed that 
haircracks were forming in hard martensitic areas 
in the zones of segregations. After another upset- 
ting and a more efficient annealing operation, the 
pieces were again brought back to the original 
condition, which did not change with time. 

The annealing cycles then must be proportioned 
to the conditions existing in the zones of segrega- 
tions, and it is here that the operation must ensure 
complete transformation at the highest possible tem- 
perature. The object of the annealing is to com- 
plete the transformation of the steel in the pearlitic 
range throughout the entire section of the forging 
and bring it to the softest condition; then cool it to 
room temperature sufficiently slowly to avoid 
thermal cooling stresses. The other purpose of 
the annealing treatment after each forging opera- 
tion is to eliminate the H2 content of the steel by 
diffusion to a minimum safe value. The heat 
treatments can be carried out according to the 
following schemes: (1) Heating to 650 deg. C. and 
air cooled; (2) heating to same temperature as (1) 
and furnace cooled to 50 deg. C.; (3) heated to 
650 deg. then for a period at 900 deg., reduced 
back to 650 deg. and finally furnace cooled at 
50 deg. C. Schemes (1) and (2) are used for the 
final annealing of plain carbon steel and of more 
simple alloy forgings: scheme (3) is used for more 
important forgings. 

Hydrogen Elimination by Annealing 


The highest rate of diffusion of Hz is obtained 
at temperatures near the upper range of the a fieid. 
For Cr-Ni-Mo steel, diffusion is carried out at 
650 deg. C. as this temperature also combines with 
the highest rate of pearlite transformation. The 


minimum content of He in steel that might be con- 
sidered safe depends on many factors and the 
actual value is still a question of discussion. A 
H, content of 2.5 cc. per 100 g. of steel is usually 
considered sufficiently safe for an alloy steel, 
but the important point is not the average 
value but the actual concentration of the 
HH, present in the segregations when the forging 
on cooling reaches the danger temperature for 
haircrack formation. The annealing operation 
then must be sufficiently long to avoid the forma- 
tion of cracks due to Hz when the forging is cooled 
to room temperature. The annealing time that 
just accomplishes the desired results may be called 
for convenience “the efficient annealing time.” 
This is a function of the original H. content in the 
steel, of the steel composition and of the largest 
diameter or of the mass of the forging. 


Segregation of the Ingot 


As the concentration of Hz in the segregations 
increases with the degree of segregation of the 
ingot, the efficient annealing time is also a function 
of the degree of segregation of the ingot; and as 
large ingots as a rule segregate more than small 
ingots, the efficient annealing time for large ingots 
should be longer than that necessary for smaller 
ingots, independent of the diameter of the forg- 
ing. For instance, a 1,000-mm. billet formed from 
a 20-ton ingot requires an efficient annealing time 
shorter than that required for a 1,000-mm. billet 
forged from a 100-ton ingot. It can be shown 
by theoretical considerations based on the process 
of diffusion that the time necessary to reach the 
same H: content at the centre of various forgings 
is proportional to the square of their diameters, 
all other conditions being the same. Therefore, 
the efficient annealing time also varies with the 
square of the diameter. For convenience it is 
always referred to a diameter of 1,000 mm. 

Efficient Annealing Time.—Experience based on 
several hundred forgings in Cr-Ni-Mo steel made 
in the electric basic furnace, cast in air and having 
a He content of about 5 to 7 cc. per 100 g., has 
indicated that the efficient annealing time referred 
to a diameter of 1,000 mm. can be safely fixed 
at 750 hr. for small ingots, goes up to 1,000 hr. 
for ingots of about 100 tons, and even higher for 
heavier ingots. 

Experience obtained from a very large number 
of forgings has shown that the efficient annealing 
time can be divided into the different phases, and 
that the important point is to complete the neces- 
sary number of hours in the fina! annealing opera- 
tion of the finished forging before cooling. Assume, 
for example, that a 100-ton ingot is to be forged 
in two phases and that the ingot is forged to a 
1,800-mm. billet in the first phase and to 1,000 mm. 
in the second phase. The efficient annealing time 
is 1,000 hr. referred to a diameter of 1,000 mm. 
and assume that this time is divided equally in 
500 hr. in each phase. As the billet in the first 
phase is 1,800 mm., the annealing time will be 
500 x (1,800/1,000)’=1.620 hr. This billet after 
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cooling will show a certain number of haircracks 
when inspected ultrasonically. After the second 
upsetting and forging to 1,000 mm. and an anneal- 
ing time of 500 hr., the new billet will show no 
indications in the ultrasonic test. This indicates 
that if the annealing time in the early phases is 
not sufficient to lower the H, content below the 
safe limit, then the forging will show haircracks 
after cooling, even though the annealing time, 
1,620 hr. in the example, was certainly long 
enough to guarantee a complete allotropic trans- 
formation to a soft pearlitic structure. The new 
upsetting and re-forging operation was able to 
seal the haircracks, and this time a short annealing 
of 500 hr. was sufficient to render the forging 
immune from cracks. 


One conclusion that can be reached from the 
example is that allotropic transformation alone is 
not sufficient to prevent cracking if the H» is higher 
than a certain safe limit. It also shows the im- 
portance of forging to a billet that can be upset 
again if one is not sure that the annealing time 
is sufficient. It is evident then that the effects of 
the annealing carried out on the same forging 
after various phases accumulate until the sufficient 
number of hours has been reached and that it 
is only necessary that total efficient annealing 
time be reached in its final annealing before the 
final cooling of the finished forging. This point 
has been proved by a large number of examples 
over a period of 15 years and in fact it was only 
from a systematic analysis of these results that 
it was possible to fix a safe efficient annealing time 
for different sizes of ingots. The most important 
conclusion is that every effort should be made to 
reduce the original H. content of the ingot, as 
this also permits proportional reductions in the 
length of the efficient annealing time. This has 
been made possible by the adoption of vacuum- 
poured steel which, as already indicated, reduces 
the H: content of the ingot to low values. 


Vacuum-poured Ingots 


In ingots poured under vacuum, if the H2 content 
of the steel is brought to values lower than 2.5 cc. 
per 100 g., the steel should be immune from hair- 
cracking due to H2 and the annealing cycle should 
ensure only the isothermal transformation in the 
pearlitic range. However, as even when the average 
H: content is lower than 2.5 cc. per 100 g., the 
actual value in the segregation may be considerably 
higher and above the safe limit, efficient annealing 
time cannot be reduced to the theoretical values. 
Up to the present over 300 forgings of different 
sizes, varying from 25 to 60 tons, have been made 
from vacuum-cast ingots. It became apparent 
from the start that the annealing times used for 
air-cooled ingots were excessive for vacuum-poured 


ingots and that considerable reductions could be 
adopted. 


New efficient annealing times must therefore be 
determined for vacuum-poured ingots. This is 
being done by upsetting the ingot once or twice 
depending on the size, forging it down to a billet 


that can be still upset, giving the billet a pre- 
determined annealing schedule, and examining the 
cold billet ultrasonically. The annealing schedules 
programmed for different types of ingots contem- 
plate varying holding times at 650 deg. C. and a 
fixed cooling rate to room temperature. The 
results obtained up to date indicate that an efficient 
annealing time of 400 hr. referred to a diameter 
of 1,000 mm. is sufficient for the largest ingot. The 
efficient times for larger diameters are as follow : — 
1,200 mm. 576 hr.; 1,400 mm. 784 hr.; 1,800 mm. 
1,296 hr.; 2,000 mm. 1,600 hr. These values are 
certainly on the safe side for the smaller ingots 
and it is felt that further reduction can be made 
when more results are available. Particular atten- 
tion is also being given to the sampling and the 
determination of the He content in the steel in 
order to render the results more reliable as it is 
hoped to establish a relationship between the H: 
content and the minimum efficient annealing time 
for each type of ingot. 





Newcastle (NSW) Steel 
Expansion 


APACITY of the Newcastle Steelworks, in New 
South Wales, is to be raised to “well over 
1.500,000 tons a year” from the present annual capacity 
of 1,250,000 ingot tons. This was revealed by the chair- 
man of directors of the Broken Hill Proprietary Com- 
pany, Limited (Mr. C. Y. Syme). 

Mr. Syme said that the steelworks’ capacity would be 
greatly increased by replacing conventional open- 
hearth furnaces with oxygen furnaces. To support 
the much larger output of ingot steel these furnaces 
would make possible, existing blast furnaces were being 
enlarged and an ore-processing plant was being in- 
stalled. Heavier rolling mills would be necessary to 
cope with the increased output. By these developments 
it was planned to create a balanced plant with an ingot 
capacity of well over 1,500,000 tons a year. 

The 1960s would see further substantial additions 
to the capacity of the Australian steel industry, Mr. 
Syme added. Like the developments of the 1950s, 
much of it would be of a greenfield nature, but some 
would involve the enlarging of existing plants. Work 
now in its early stages at the Newcastle Steelworks 
came into the latter category. The “ great new develop- 
ment” proposed for Whyalla (South Australia) came 
within the former. A plant, initially capable of pro- 
ducing 450,000 tons of ingots a year, was to be built 
at Whyalla in the next five years. Steel would be made 
in oxygen furnaces and would be rolled on a range of 
mills, including a blooming mill, a structural mill, and 
a merchant mill. 





New Zealand Iron Sands 

The New Zealand Government intends to proceed 
by itself in the formation of a company to investigate 
the potential of an iron and steel industry based upon 
the New Zealand iron sands. Earlier plans for a com- 
pany to be financed 51 per cent. by the Government 
and 49 per cent. by private interests have been aban- 
doned. The proposed company will be registered as a 
private company and the shares will be held by the 
State. The nominal capital will be £250,000. 
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F orthcoming Events 


OCTOBER 3 


Institute of British Foundrymen (Sheffield Branch) + etiog 
at the Technical College, Pond Street, Sheffield, at 7 p.m 
Presidential address. 

Society of HEngineers:—Meeting at the Geological Society, 
Burlington House, London, be 1, at 5.30 p.m. “ Some 
Notes on Hovercraft,” by W. Crago. 

North Staffordshire Institute of Mining Engineers :—Annual 
general meeting at the North Staffs Technical College, 
at 5.30 p.m. “The Design and Construction of Main 
Roadway Junctions Underground,” by P. B. Rees and 
W. A. Terrell. 


OCTOBER 4 


Institution of Engineers and Shipbuilders in Scotland:— 
Meeting at 39, Elmbank Crescent, Glasgow, at 6.30 p.m. 
Presidential address by J. Brown. 

Institution o Production Engineers (London Graduate 
Section) :—Meeting at 10, Chesterfield Street, London, W.1, 
at 7.15 p.m. “ The Trade Union View on their Role in 
Improvim Productivity,” by A. Halliday. 

Institution Production Engineers (Oxford "Section): :—Meet- 
ing at the Town Hall, Oxford, at 7.30 p.m. “ Recent 
Technological Advances in India,” by F. W. Cooper. 

Institution of Plant Engineers (Peterborough Branch) :—Meet- 
ing at _. White Lion Hotel, Church Street, Peterborough, 
at 7.30 p “Modern Trends in Machine Tools.” 

Institution "a Production Engineers (Nottingham Section) :— 
Meeting at the Reform Club, Victoria Street, Nottingham, 
at 7 p.m. “Investment Casting for the Engineer,” by 
I. L. Gwymm. 

Institution of Production Engineers (Dundee Section) :—Meet- 


ing at the Royal Hotel, Union Street, Dundee, at 7.30 
p.m. “ The Numerical Analogue Control of Machine Tools,” 
by O. 8. Puckle. 


Institution of Production Engineers (Brighten Group) :—Meet- 
ing at the Royal Pavilion Hotel, Castle Square, Brighton, 
at 7 p.m. “ The Industrial Chemist and the Production 
Engineer,” by H. J. Sharp. 

a a Plant Engineers (Edinburgh Branch): :—Meet- 


ing at Charlotte quare. Edinburgh, at 7 p.m, “ Good 
EL RS by A. W illar. 

ey ~ of Plant Engineers (Leicester Branch) :—Meeting 
at the Saracen’s Head Hotel, Leicester at 7.30 p.m. 


“ Metal Stitching,” by N. Tinwell. 

Institution of Plant Engineers (Southern Pa a s Mesties 
at the Polygon Hot Southampton, at 7.30 * The 
New Factories Acts.” by A. Simmons. p 

Junior Institution of Engineers (Midland suede 
general meeting at the James Watt Memorial Institute, 
Great Charles Street, Birmingham, at 7 p.m. Chairman’s 
address by E. Masters. 


OCTOBER 5 


Midland Counties Institution of Engineers:—Annual general 
meeting at the University, University Park, Nottingham, 
at 4.30 p.m. 


OCTOBER 6 


Institute of Marine Engineers (Kingston-upon-Hull and 
Humber Area Section):—Meeting at the Royal Station 
Hotel, Kingston-upon-Hull, at 7.30 p.m. * Heatless 


Repairs to Fractured or Broken Castings,” by N. Tinwell. 

Institution of Electrical Engineers:—Meeting at Savoy Place. 
London, W.C.2, at 5.30 p.m. Presidential address hy 
Sir Hamish D. Maclaren. 


OCTOBER 7 


North Staffordshire Institute of Mining Engineers:—Annual 
dinner at the North Stafford Hotel, Stoke-on-Trent, 


OCTOBER 8 


North of England Institute of Mining and_ Mechanical 
Engineers:—Meeting in the Lecture Theatre, Neville Hall, 
Newcastle-upon-Tyne 1, at 2.30 p.m. ‘Th 4 Use of 
Hydraulics with Coal Ploughing.” by R. R. G. P 
T. Harris. and T. Sneddon. 

Institute of British Foundrumen (Scottish Branch) :—Meeting 


. Jackson, 


at the Royal College of Science and Technology, Glasgow 
C.1. at 3 p.m. Presidential address by James H. Andrew 
and “Recent Developments in Foundry Practice,” by 
James W. Hamilton. 
OCTOBER 10 
Institution of Chemical Enaineers:—Meeting at the Royal 
Institution, Albemarle Street, London, W.1, at 3 p.m 


Symposium on “ Surface Effects and Liquid Behaviour.” 


Institution of Production gitnttncers (Manchester Branch) :— 
Meeting at Reynolds Hall, Manchester College of Science 
and Technology, Manchester, at 7.15 p.m. “ Rail Traction 
Diesel Engines—Design for Production,” by T. Draper. 

Institution of Plant Engineers:—Meeting at the Royal Society 
of —_ John Adam Street, Adelp i, pangee W.C.2, at 
7 - “ Utilization of sh Steam.” by C. R. Crosse. 

Junior g Pr of Engineers ap one ni and District 
Section) :—Annual general meeting at Livesey Clegg House, 
44, Union Street, Sheffield 1, at 7.30 

Institute of Marine Engineers (West of England Section) :— 


eeting in the Small _Engineeri cture Theatre, 
University of Bristol, University alk, Bristol 8, at 
7.30 p.m. “ “Corrosion pad Fires im Marine Boiler Air 


Preheaters,” by A. 

Institution of Electrical" Bngineers (South Midland Su ply 
and Utilization Group) eeting at the College of Tech- 
nology, Gosta Green, Birmingham. “A Basis for Short- 
circuit Ratings = a -insulated Cables up to 11 kV,” 

y L. Gosland and Parr, and “ Short-circuit Ratings 
ie Mains Cables.” by G. 8. Buckingham. 


OCTOBER 21 


Mining Institute of Scotland: Asuna dinner dance, Central 
Hotel, Glasgow, at 6.30 for 7 p.m. 


National Association of Colliery Managers 


OCTOBER 3 


South Midland Branch:—Meeting at Ashby-de-la-Zouch Rescue 
eee “A Report on Gate y, showing Accident Trends,” 
y H. G. Mitchell and A. Chaplin. 


OCTOBER 11 


Yorkshire Branch:—Visit to Brodsworth Colliery surface, 
followed by presidential address by R. A. Macdonald 
OCTOBER 21 
South Midland Branch:—Annual dinmer and dance, Kings 

Head Hotel, Loughborough. 


ISt AUTUMN MEETING 


AT this year’s autumn general meeting of the Iron 

and Steel Institute the technical sessions will con- 
sist of two short symposia, covering two of the wide 
range of interests covered by the institute’s activities. 
The meeting will be held at Church House, Great 
Smith Street, London, S.W.1, on November 29 and 30. 

“Fluid Flow in Furnaces and Converters” is the 
subject of the first session, which will be devoted to 
the aerodynamic and hydrodynamic aspects of the 
design of furnaces and converters in use in iron and 
steel works. Papers from France, Germany, the 
Netherlands, Russia, and the USA, as well as from 
Britain, will deal with the application of aerodynamic 
and hydrodynamic principles to the design of open- 
hearth furnaces, soaking pits, and oxygen-blown con- 
verters. 

The physical metallurgist is catered for by the other 
symposium, the subject of which is martensite. This 
will consist of three sessions, devoted to the structure, 
kinetics, and properties of martensite, respectively. The 
discussion will be based on a series of key papers from 
university and industrial laboratories in the United 
Kingdom working on this subject. 





KAISER ALUMINIUM is reported to have proposed the 
establishment of an aluminium plant in the Argentine 
Province of Santa Cruz. 
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Role of the 


CENTRAL ENGINEERING ESTABLISHMENT 


in the Coal-mining Industry 


In this paper, presented to the South Midland Branch of the National Association of Colliery 
Managers on March 7, 1960, the author briefly describes some of the administration 
difficulties in the operation of a central engineering establishment and outlines some of 


the major developments undertaken by the establishment. 


Although manufacturers of 


mining machinery have gained considerable experience in the design of suitable machines for 

use in mining, the author considers that part of the effort of the Central Engineering 

Establishment should be devoted to the design of machinery which is too long-term for mining 
machinery manufacturers. 


W HEN an industry has been running for many 
generations it is inevitable that the setting 
up of a new establishment to undertake the design 
and development of production equipment should 
be regarded with some interest by those who have 
for many years borne responsibility for production. 
In an attempt to satisfy this interest this paper 
gives an account of the work of the Central Engi- 
neering Establishment, Bretby (Derbyshire), its 
relationship to the industry, and some of the diffi- 
culties which it must overcome. 
The first thought of a production manager must 
always be with output and he can only rarely be 





By C. J. MOSS* 





in a position to detail engineers, fitters, electricians, 
etc., to experimental work. That is one of the 
justifications for the Central Engineering Estab- 
lishment. 

It has been the experience of many other 
industries that new design and development work 
must be quite separate from production and 
because of the conditions under which the mining 
industry has to work this applies to it with more, 
rather than less, force than elsewhere. An impor- 
tant aspect is that the amount of money spent by 
the National Coal Board at Bretby is less than 
0.1 per cent. of its annual turnover. Although the 
Central Engineering Establishment is as valuable 
in the coal industry as similar services are in other 
industries, the annual expenditure is far less than 
that spent by many other large organizations on 
engineering design and development. The oil and 
atomic energy industries, with whom we must 
compete, are spending far more than we are. 

When the board started to recruit staff for the 
Central Engineering Establishment in 1954 there 
was no surplus pool of experienced design engi- 





* Deputy director of the National Coal Board’s Central Engi- 
neering Establishment, Stanhope Bretby, near Burton-on-Trent 


neers in the industry to form a nucleus for the 
establishment and hence, of those appointed, in- 
cluding the director and many senior engineers, 
very few had any experience of mining. This was 
a drawback which can hardly be overestimated 
and caused a long delay before the design teams 
could produce useful work. The second cause for 
the difficulty of recruiting engineers from within 
the industry was that men were required with 
machine design experience, or for others with 
experience of conducting trials and laboratory tests, 
etc., and these men usually have a rather different 
outlook from those found on the production side 
of the industry. Once again, this is an experience 
which is not special to the coal-mining industry, 
but one found to apply with no less force else- 
where. 

However, a considerable number of men were 
recruited and much excelient and varied experience 
was brought together at Bretby. The difficulty then 
arose in settling a programme of work. To choose 
projects suitable for the establishment remains one 
of the most difficult problems and is likely to 
remain so even when our experience of working in 
the industry is very much wider than it is at the 
present time. 

We do not want the Central Engineering Estab- 
lishment merely to compete with the established 
manufacturers of mining machinery. They have 
built up a first-class experience in designing and 
producing sturdy and effective machines and this 
experience is of considerable value to the NCB, and 
for the Central Engineering Establishment to 
attempt to duplicate its efforts would be to invite 
failure. The author considers that part of the effort 
of the Central Engineering Establishment on the 
design side should be devoted to work which is too 
long term for manufacturers. When considering a 
new development the manufacturer must judge 
whether or not it can be profitable to him, but the 
attitude of the coal-mining industry itself may often 
be different. 

On occasions, a mining manufacturer may 
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Fic. 1.—“ DRANYAM” MINING MACHINE WITH FIXED HEIGHT BARS PROPOSED 
~d THE LATE Mr. MAYNARD Davies, SOUTH-WESTERN DIvISIONAL COAL 
OARD. 


decide that the possibility of developing a successful 
piece of equipment is too uncertain, but the board 
may regard it as being of such potential value to 
the industry that it would be well worthwhile our 
trying even if there was a higher than usual risk of 
failure. Sometimes there will be schemes which 
have been tried and which have, for a number of 
reasons, not been brought to fruition, but which, 
when approached with fresh minds, may be engi- 
neered successfully. Then there will be gaps in the 
development programmes of the manufacturers, 
e.g., We have taken the iniiiative in developing 
a ripping machine and a heading-out machine. 
Our attitude must clearly be one of co-operation 
and collaboration with the established manufac- 
turers. 


The Development of the “ Dranyam ” 


The development of the “Dranyam” vertical 
drum machine (Fig. 1) by the Central Engineering 
Establishment was taken up from an idea of the 
late Mr. Maynard Davies, of the South-Western 
Division, and, partly because the machine was 
mounted on the amoured conveyor, the efforts so 
far have been very promising. The “ Dranyam” 
machine is really an adaptation of a standard coal 
cutter and it should, therefore, not be an unduly 
expensive piece of equipment. It should be sturdy, 
reliable, and simple, requirements which I should 
like all our designs to meet. 

The first machine was put to work in Corsham 
Quarry and was given a very thorough testing in 
cutting a stone much harder than coal. These 
trials gave the assurance that the machine was 
mechanically robust, but they did not establish 


that the “Dranyam” could 
bring off large lumps of coal 
nor that its productivity was 
adequate. After stripping the 
machine and checking that it 
had not suffered as a result of 
its arduous testing in the 
“ Bath” stone, it was sent to 
South Wales and subjected to 
more trials, this time cutting a 
friable coal at Fernhill. 

Results were again promising, 
but as the coal was friable it 
was felt that it was still impos- 
sible to judge if the machine was 
satisfactory as a producer of 
coal in a more suitable size 
range than the Anderton 
shearer loader. It was, there- 
fore, decided to accept the offer 
of mechanization engineers of 
the East Midlands Divisional 
Coal Board and to make a 
second machine as quickly as 
possible and to try to get it into 
Sherwood Colliery for two 
weeks during the August holi- 
day period. 

After a hectic struggle at 
Bretby, the machine was delivered to Sherwood, 
No. 3 Area, East Midlands Division and, with the 
co-operation of the manager and of the mechaniza- 
tion engineers in the Area, sufficient experience 
was obtained during the fortnight to show that the 
“ Dranyam ” would produce some large coal at a 
good rate. The machine which had put up a 
promising performance at Sherwood was then 
transferred to the experimental face at Donisthorpe, 
where it was seen by a large number of engineers 
from all over the country and has generally been 
regarded as an extremely promising development. 

Table 1 gives comparative figures for the sizes 
of coal produced by the “ Dranyam” and by the 
Anderton shearer loader on the experimental face 

TABLE 1.—Comparison of Sizing Test during October-November, 


1959, between the “ Dranyam” and Anderton Shearer Loader with 
Machines Travelling at Comparable Speeds. 





Vertical drum shearer. 
BJ-D - ———_ — 























Cumulative | Anderton Drum trailing. Drum leading. oe 
sizes. shearer, — ——— ———— — 
per cent. Points Points 
Per cent. | change.| Per cent. | change. 
+2in. 2 15. | +13 20 +18 
2-1 in. il 18 +7 18 +7 
1-} in. 22 19 af 19 mg 
}-+ in. 34 28 —6| 24 ~10 
4-30 BSM | 22 15 — 7 | 14 } —8 
Below 30 BSM | o Se ey eo kad 
100 =|: 100 | 100 | 
_ | —— —— | — | —_——— — 
Mean of | Mean of Mean of | 


six tests | five tests 12 tests 








at Donisthorpe when travelling at the same speed. 
In fact, the average speed of the “ Dranyam” 
was higher than that of the Anderton shearer 
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loader and this gives it a still bigger lead in pro- 
ducing the larger sizes of coal. No less striking— 
and certainly no less important than the size 
of the coal produced—was the speed at which 
the machine travelled along the face. Clearly it 
is of at least equal importance to us that machines 
should produce coal in large quantities as well as 
in suitable size gradings. In fact the “ Dranyam ” 
cut the harder coal on the experimental face at 
speeds of approximately 7 ft./min., but on much 
of the face speeds of up to 15 ft./min. were 
achieved even though the machine was only 
powered by an 80-h.p. motor. 

Clearly if such promising results can be obtained 
with this machine, then there is good hope that a 
still greater contribution can be made with a much 
more powerful “ Dranyam ” and efforts are being 
made now to produce a machine with an electric 
motor of more than 100 h.p. continuous rating. 
This is particularly important because when a 
“ Dranyam ” was installed at Snibston Colliery in 
a seam with ill-defined cleavage planes, it showed 
no advantage over an Anderton shearer loader. 
Perhaps, looking further to the future, we ought 
to be thinking of power loaders with 200-h.p. 
motors. 

At this point I should like to point out how the 
Central Engineering Establishment collaborates 
not only with other parts of the National Coal 
Board in trials such as those already described but 
also with manufacturers of mining machinery. 
As soon as the results with this machine seemed 
at all promising the development was mentioned to 
several representatives of mining machinery manu- 
facturers, and as we became more and more con- 
fident of success so we took them more and more 
into our confidence and we hope that some of 
them will now undertake the supply of “ Dran- 
yam ” machines to any pits pre- 
pared to order them. At the 
same time we have made no 
secret of our interest in seeing 
more powerful machines 
developed. 

On the other hand, the work 
of the Central Engineering 
Establishment on this develop- 
ment is far from complete; for 
example, when a “ Dranyam” 
was set to work recently in Har- 
worth, some difficulties were 
experienced with ploughing 
because large lumps of coal 
“flushed” off the face. This 
was a difficulty which had not 
occurred at Donisthorpe, Sher- 
wood, or Fernhill collieries, but 
no doubt it will not be the last 
problem to be solved before 
the machine is made satisfactory 
for use in a variety of pits. 
Again, if we succeed in making 
a more powerful machine it 
may well be that its speed along 
the face will be considerably 





greater and even larger lumps of coal will be turned 
off in front of it. Also a more powerful machine 
could possibly be designed to mine the 27-in. web 
at present being taken by the trepanner. This aiso 
may influence the size grading as well as the 
quantity of coal produced. At this stage in the 
development we cannot be sure that the speed of 
the drum is the most suitable in relation to the 
rate of advance of the machine and it may be that 
better results, either with regard to the size of the 
coal or to the speed of the machine can be pro- 
duced with a different ratio of drum rotation 
speed and forward travel of the machine. Another 
variable which will have to be investigated is the 
depth of pre-cut by the chain. At present this is 
only about 34 in., but we are not sure that this will 
give the best results in all conditions. 

Full credit must be given to Mr. Maynard 
Davies for pushing with great persistence his idea 
for a coal-cutting machine with a vertical drum 
and we have no wish whatsoever to claim credit 
for the original conception. The role at Bretby 
has been to take a constructive suggestion and to 
convert it into useful engineering equipment, to 
test it thoroughly, and finally to give every possible 
encouragement to mining machinery manufacturers 
to make the “Dranyam” a production machine. 
Team work of this kind should produce useful 
results in the shortest possible time. 


The “ Peake ” Ripping Machine 

Some time ago Mr. C. V. Peake, Area production 
manager of No. 5 Area, East Midlands Division, 
suggested an ingenious scheme for a ripping 
machine. This development, shown in Fig. 2, 
should prove of very considerable interest in the 
industry because of the amount of manpower 
employed in ripping and because of the difficulty 


GVIDE ROALERS ERS 





. JACK 


~ 
TR toes 7 





SLEDGE MOUNTINGS 


Fic. 2.—ScHEMATIC ARRANGEMENT OF THE RIPPING MACHINE PROPOSED BY 
Mr. C. V. PEAKE, East MIDLANDS DrvisiONAL COAL Boarp. 
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in ripping quickly enough to keep pace with the 
rapid advance of coal faces. Mr. Peake’s sugges- 
tion, therefore, was one which had to be tried 
out as thoroughly as possible. Instead of trying 


to solve all the very difficult design problems which ° 


his proposal threw up, a test rig was made which 
would prove whether or not the suggested method 
of ripping was satisfactory. In effect, Mr. Peake 
has suggested that drums, similar to those used on 
an Anderton shearer, but rather smaller, should 
be mounted on an arm which would sweep the area 
to be ripped. 

Experience has shown that his suggestion is 
eminently practicable and satisfactory for the 
shales which are encountered in a large number 
of pits in East Midlands Division. It is hoped that, 
in the near future, the test rig will be transferred 
to a mine where there is harder stone to rip and 
it will then be possible to discover if this mode of 
cutting a ripping will be equally satisfactory in 
hard strata. Having established that the principle 
suggested by Mr. Peake is practicable, we are 
now faced with the problem of designing a machine 
which can be used in mine roadways where con- 
veyor belts are fitted and the machine will have to 
be designed so that it does not prevent access to the 
face as the present test rig does. 

It has not been possible for the Central Engi- 
neering Establishment to undertake further design 
work on this development because the small draw- 
ing Office has been busy with the design of the 
““Dranyam” and other machines. For the ripping 
machine, therefore, a number of mining machinery 
manufacturers have been approached in close 
collaboration with Mr. Peake and the problems 
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in designing a machine discussed. All the data 
obtained from the test rig has been offered to 
manufacturers and some of them are interested 
and it is hoped they will produce prototype ripping 
machines which, if successful, can make a valuable 
contribution to the economics of the Coal Board. 


Coal Face Cable Handling 


Another example of the way that the establish- 
ment collaborates with other members of the 
National Coal Board is provided by the cable 
handling scheme (Fig. 3). In mentioning the 
“Dranyam” and Peake ripping machine I have 
referred to the speed of travel of the coal cutter 
and the high rate of advance of the coal face. We 
must a]l be in complete agreement that progress in 
these directions is absolutely essential if the 
National Coal Board is to be economically sound. 
However, if a high horsepower machine is moving 
up the face with a heavy trailing cable at speeds 
much more than i0 ft./min., then some means of 
handling the supply cable will be absolutely neces- 
sary. It is for this reason that the establishment 
has shown so much interest in the development 
suggested by Mr. T. A. Hughes, divisional electrical 
engineer of the East Midlands Division. It is still at 
an early stage in its development because the first 
pit trials at Mapperley Colliery had not made much 
progress before the face had to be closed. 

The opportunity was taken to bring the equip- 
ment back to our test site at Swadlincote, near 
the establishment, and it has been given a very 
thorough testing and now it is being installed on 
what seems to be a very suitable face at Linby 
Colliery in the East Midlands Division. The trials 
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Fic. 3.—Detaits oF CABLE HANDLING DEVICE. 


1.—Centre trough assembly. 2—Cable clamp. 3.—Main trough assembly. 4.—End trough. 5.—Travelling pulley L.H. 
6.—Travelling pulley R.H. 7.—Cutter attachment bracket. 8—Cable supporting chain. 9—Cable carrier. 10.—Plate 
chain. 11.—Fixed pulley. 12—Winch unit. 13.—Trough interlocking device. 14.—Chain tension indicator. 15.—Wire rope 


16.—Wire rope. 17.—Adjustable chain section. 











ee ~ 


SF OO Ow ee vw OCU 





IRON AND COAL 


SEPTEMBER 30, 1960 TRADES 


REVIEW 727 









at Swadlincote were seen by a number of ex- 
perienced engineers and it is believed that Mr. 
Hughes’s suggestion will lead to the development of 
a piece of equipment which will be essential if 
further progress is to be made in the output per 
coal face. 


Pre-cutter Bar for the Anderton Shearer 

Another development, shown in Fig. 4, is the 
fitting of a pre-cutter to an Anderton shearer 
loader. It is well known that if a face is pre-cut 
before the Anderton has its run, then better coal 
is produced at a slightly higher rate than if the 
shearer loader is cutting into the solid coal. 
Operating the coal cutter, however, calis for extra 
labour which may be avoided if a suitable pre- 
cutter could be mounted on the power loader 
itself. 

The problem was investigated and it was thought 
that a neater design could be produced if a bar 
were used instead of a chain for the pre-cutting. 
Unfortunately, the early designs of pre-cutter bars 
tested did not clear the cut as efficiently as a chain, 
but experimental work has produced quite a 
marked improvement and now an Anderton 
shearer with a pre-cutter bar mounted approxi- 
mately 18 in. in front of the drum is in use at 
Hilton Main Colliery, No. 2 Area, West Midlands 
Division. Unfortunately, the usual setbacks 
occurred and so the progress with this work was 
slower than we had hoped, but the machine has 
been running well, and it is believed that there 
may be important other uses for this design. It 
has been suggested, for example, that a similar pre- 
cutter bar might be mounted on a Huwood slicer 
and that this might improve the performance of 
the machine. 


Fic. 4.—GENERAL VIEW OF ANDER- 
TON SHEARER LOADER WITH 
BUILT-IN PRECUTTING BAR WITH 
REPLACEABLE MorRSE 7APER 
SHANK. TIPPED Picks SHOWN IN 
INSET. 


Heading-out Machine 


Some time ago discussions between headquarters 
mechanization branch and engineers at Bretby 
suggested that it might be possible to adapt a 
standard coal-cutting machine for heading out coal 
faces. Owing to the pressure of other work it was 
not possible to give much priority to this develop- 
ment until comparatively recently. but now design 
work is practically completed on a heading-out 
machine in which a vertical drum is mounted on 
the jib of a standard coal cutter from which the 
haulage has been removed. The machine is so 
designed that the jib can be swung through an 
arc of 180 deg. by means of hydraulic rams and 
the height of the drum can be adjusted so as to 
take in seam thickness from about 30 in. to 4 or 5 
ft. It is hoped that a prototype machine will be 
available shortly. 


Dust-suppression Drums and Jibs 


Contributions have also been made to the very 
difficult task of suppressing dust at the coal face. 
An Anderton shearer loader drum was produced 
with integral water passages so that water was 
sprayed on the coal while it was actually being cut 
by the picks. The first design was not completely 
satisfactory because the water passages inside the 
drum were not large enough and they tended to 
become blocked fairly quickly. However, enough 
was seen of this dust-suppression drum to make 
No. 7 Area of the East Midlands Division suf- 
ficiently interested to ask us to continue with the 
development and we hope that in the near future 
British Jeffrey-Diamond, Limited, will be deliver- 
ing a drum for improved design. 

A development of a similar nature is the dust- 
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suppressing jib for coal cutters. This design has 
been described as the most successful means for 
suppressing dust with a coal-cutting jib and quite a 
number of them have been undergoing trials in 
different parts of the country. An arcwall shearer 
with a similar dust-suppressing arrangement appears 
to be successful at Brereton Colliery, No. 2 Area, 
West Midlands Division. The important prin- 
ciple of these jib designs is that the water is 
actually delivered as near as possible to the point 
where the picks are cutting the coal or dirt bands, 
because investigations at the Mining Research 
Establishment have confirmed the practical ex- 
perience of mining engineers that once dust is 
airborne it is extremely difficult to remove it by 
water sprays. 


Face Stables and Ripping Lips 


Since the late Mr. Maynard Davies proposed 
the use of a vertical drum machine for cutting 
stable holes, we have given a considerable amount 
of thought to this problem. It is weli known that 
the proportion of labour in the stable hole is high 
compared with that on the face as a whole and any 
improvement in this congested part of the face 
would be advantageous. Unfortunately, however, 
we did not find a good solution to the problems of 
guiding the vertical drum and carrying away the 
coal it would produce if used in a stable. 

A minor suggestion, which has in some pits 
reduced the amount of labour involved, has been 
the provision of portable conveyors weighing only 
about 2 cwt. driven from the power pack installed 
to operate the pushing cylinders for the armoured 
conveyor. They are usually about 8 ft. long, but 
there is no difficulty in varying their lengths over a 
few feet. They certainly do not eliminate com- 
pletely the work in making stable holes, but they do 
reduce it and some managers have considered them 
worth while. It is appreciated that this approach 





Fic. 5.—BAck 


RIPPING PLATFORM. 


does not solve the problem and other schemes are 
under consideration which it is hoped will make an 
appreciable reduction in the amount of work 
required. It will, however, be some time before 
investigations are complete. 

Another use of the short portable conveyors 
worth mentioning has been in making roadside 
packs. Here again, some managers have found 
them worth while, but it is too early to say how 
large a contribution they can make to reducing the 
labour in this task. Mention has already been 
made of the experimental work on the Peake rip- 
ping machine, but we have also a design of a port- 
able and demountable ripping platform (Fig. 5) 
whose use would probably lead to men working on 
much more secure structures than has often been 
the case at ripping lips, and which would also 
prevent the ripping debris falling on the conveyor. 
Detachable panels are provided so that the dirt 
may be dropped from the platform where most 
convenient. 

It is well known that there are two other methods 
by which work on stable holes can be eliminated. 
If it is possible to work on retreating faces then 
the problem is transformed, but this is very largely 
a mining matter and it does not seem likely that 
Bretby can at present contribute to a decision on 
whether a seam of coal should be worked by 
advancing or retreating faces. We are, however, 
keenly interested in discovering how practicable 
it is to work advanced headings. 

Much has been made of the difficulty of support- 
ing the roof where the coal face meets the advance 
heading and we are considering how best to over- 
come that difficulty. The actual driving of the 
advanced heading seems possible and the main 
problem may be in finding a small enough crusher 
to handle the ripping dirt produced so that it could 
then be stowed in the roadside packs. With this 
object in mind we have had discussions with a 
number of manufacturers of 
crushers and it is hoped that 
this year we shall be investi- 
gating their behaviour and see- 
ing if they will be suitable for 
use in the relatively confined 
space of an advanced heading. 
The conveying of the dirt and 
its actual stowing may be diffi- 
cult, but should not prove 
impossible. 

While on the subject of stow- 
ing, mention can also be made 
of a station in Penallta, South 
Wales, where stowing investiga- 
tions can be carried out. Much 
investigation work will be done 
here in the future, including 
tests on a number of proprietary 
compressors so that their per- 
formances can be studied and 
reports issued to engineers 
interested. We have also made 
an agreement with the Rio 
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Tinto Management Services Company to make and 
test a “ Rich ” stowing gun, a design which has been 
used for many years in the Rio Tinto mine in Spain. 
They are interesting because, unlike all the other 
pneumatic stowers, they do not work with a con- 
tinuous stream of air, but they discharge stowing 
dirt at intervals by means of a blast of air which is 
released by a timing gear. Only by experiment is it 
possible to find out if an intermittent blast is more 
economical than a continuous one. 


Underground Supplies Vehicle 


On mine roadways themselves the biggest job 
with which we have been concerned has been the 
development of an underground supplies vehicle 
and I think that we may fairly claim, in collabora- 
tion with Mr. C. A. H. Porter. of No. 2 Area, 
Durham Division, that in this country we have 
largely pioneered the work. The proposal to use a 
small diesel-driven supplies vehicle (Fig. 6) is one 
which has appealed to many engineers and it has 
been calculated that the use of such small vehicles 
could lead to marked economies in manpower. 


Two manufacturers at least have taken up the 
design and manufacture of supplies vehicles and are 
working on designs which they are financing them- 
selves. In addition, the board is hoping to import 
two German vehicles for underground triais and for 
comparison with the British-designed vehicles. 
Briefly, the hope is that a vehicle about 3 ft. 3 in. 
wide and with a loading platform only 2 ft. 6 in. 
high can be designed suitable for loading with 
stores at the shaft bottom and for travelling at 
about 3 m.p.h. up to the roadhead. If this proves 
possible it should make for a marked reduction in 
manpower because the Joading and unloading of 
the stores would only take place once underground. 
In fact, the problem is being studied with the hope 
that ultimately it will be pos- 
sible to load stores on to palettes 
in the pit yard and only remove 
them when the vehicle has 
transported them up to the road- 
head. It is believed that a 
vehicle which would carry about 
1 ton on a platform in front 
of the driver would be suitable 
for trials and a Coventry Victor 
flat-twin diesel engine develop- 
ing about 20 h.p. appears to be 
suitable for installing under the 
loading platform. 

The flat-twin seems to be a 
very suitable form for such a 
vehicle because engines with 
vertical cylinders make it more 
difficult to get the loading plat- 
form as low as 30 in. One of 
the problems is to keep the head 
of the driver sufficiently low 
and yet at the same time to give 
him a good view of the road 
along which he is driving and it 
may well prove necessary for 


the driver always to sit at the front end of the 
vehicle. 

There would be many pits whose roads would be 
unsuitable for such a vehicle. We have much to 
learn about the operation of vehicles on steep 
gradients underground, particularly if the road sur- 
faces have any tendency to be wet or loose. How- 
ever, if it can be shown that the use of a vehicle of 
this kind can directly save the work of several men 
per shift then it would clearly be worth while to 
spend more on the maintenance of underground 
roads. However, as in so many developments of 
this kind the balance of advantage and disadvan- 
tage can only be found by getting some vehicles into 
service underground. 


Tunnelling 


A section has also been set up at the Central 
Engineering Establishment to improve equipment 
used in conventional tunnelling operations; there is 
a drilling rig in a tunnel at Bevercotes Colliery where 
three pneumatically operated percussive drills are 
mounted on hydraulically operated booms. It is 
beiieved that before the rig was withdrawn sufficient 
had been learned to show that it was a useful piece 
of equipment and after some modifications have 
been made it is hoped that it will return for further 
trials, but this time with four drills mounted on it. 

The rig consists basically of a girder across the 
tunnel with wheels at each side so that it can travel 
up and down the tunnel on rails clamped to the 
road arches at approximately 4 ft. from the ground. 
At Bevercotes the rig was used in conjunction with 
a Mavor & Coulson gathering-arm loader and the 
drilling machines used were standard ones. 

Investigations are also being undertaken on a 
design of rotary percussive drill made by Richard 
Sutcliffe, Limited. Rotary percussive drills have 





Fic. 6.—UNDERGROUND SUPPLIES VEHICLE, WITH LOADING PLATFORM 
REMOVED TO SHOW THE ENGINE, ETC. 
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Fic. 7.—HypRAULIC DrivE HEAD FOR ARMOURED FACE CONVEYOR POWERED 


BY A “ STAFFA”’ 
INDUSTRIES, LIMITED. 


been in use in Germany for many years and a 
number of them have been purchased for trials in 
this country. That their performance is good is 
beyond question, but their consumption of com- 
pressed air is so high that they are often impractic- 
able. Richard Sutcliffe, Limited, has produced a 
rotary percussive drill which is powered entirely by 
high-pressure oil and experiments with it in a hard 
limestone quarry at Breedon have suggested that it 
will drill at about 4 ft./min. As a result a rig is 
being prepared for mounting two of these drills 
with a shovel loader and trials in hard stone, e.g., 
pennant sandstone in South Wales, are expected. 

In conjunction with these drilling experiments we 
have also designed a canopy and arch setter. The 
canopy is to provide protection for the men during 
their work and to lift the top segment of three-piece 
arches into position. It is believed that if this 
canopy proves successful it will lead to the more 
economical setting of arch sections and would also 
reduce the number of accidents occurring during 
operations at the heads of tunnels. 

It would be premature to give much information 
at this stage about the development of the tunnel- 
ling machine for driving 18-ft. dia. roadways. It 
weighs about 300 tons and is powered with about 
650 h.p. It is nearing completion in the Elswick 
works of Vickers-Armstrongs, Limited, and it is 
hoped that this autumn it will be undergoing trials 
at Breedon. The degree of success achieved by 
the tunnelling machine depends to a large extent 
on the efficiency and life of the rotary cutters 
mounted on its head and because no one in the 
world has attempted previously to drive tunnels of 
of this diameter in hard rock the amount of data 
available on the performance of the cutters is very 


HypRAULIC Motor MANUFACTURED BY CHAMBERLAIN 


scanty indeed. One of the 
manufacturers of such. cutters, 
the Hughes Tool Company, 
Houston, Texas, has shown a 
very considerable interest in our 
work and to facilitate investiga- 
tions the company has loaned a 
40-in. diameter tunnelling 
machine from which valuable 
information is being obtained in 
various Derbyshire limestone 
quarries. This has enabled us 
to supplement the comparatively 
small-scale experiments we have 
been able to do previously with 
blocks of pennant sandstone and 
other hard rocks in our labora- 
tory. 


Hydraulic and Electrical 
Developments 


In addition to the work 
already described, which usually 
involves the design of a com- 
plete machine, development has 
also taken place of com- 
ponents which may be suit- 
able for building into existing 
or new mining machinery. For example, we are 
working with Laurence Scott & Electromotors, 
Limited, on the development of a thin-seam electric 
motor of approximately 110 h.p. continuous rating. 
This motor, only i3 in. high, is much thinner than 
existing motors of the same power and may there- 
fore prove very useful for building into future thin- 
seam power loaders. We have also collaborated 
with Chamberlain Industries, Limited, in the im- 
provement of its “ Staffa” hydraulic motor, so that 
we now have five-cylinder and seven-cylinder 
versions, which will operate at a few r.p.m. and 
which can be used to drive directly an armoured 
flexible conveyor (Fig. 7). By eliminating the gear- 
box between the motor and the face conveyor a 
reduction is possible in the amount of unsupported 
roof. A conveyor powered with two hydraulic 
motors is at present undergoing trials at Swadlin- 
cote. 

We have also designed a bunker level indicator 
which has been working satisfactorily for more than 
a year now at Gedling Colliery, No. 6 Area, East 
Midlands Division. By means of a radioactive 
source it is possible to detect the level of the coal 
in a bunker and the management can therefore 
receive early warning if there is any danger of the 
bunker being overfilled. An underground version 
is now being developed and will shortly be installed 
at the same colliery. Work is also in progress on 
selective calling mine telephone systems and on 
equipment designed to indicate in the manager’s 
office whether or not plant underground is operat- 
ing. 

The last development to be mentioned is the 
Bretby roadhead bars, which are under test in the 
East Midlands, West Midlands, and North-Eastern 
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Fic. 8.—THE 360-TON Prop AND CHOCK TESTING 
MACHINE. 


divisions. Some have been used underground at 
Madeley Wood, West Midlands Division, for six 
months now and appear to have 
been very well received in the 
pit. Although lighter in weight 
and less thick than previously 
used bars, they have a greater 
strength. 


Laboratory Testing 


In any year the National Coal 
Board purchases stores to a 
total cost of not less than 
£180,000,000. Many of the 
items considered for purchase 
should be subjected to thorough 
testing before any decision is 
made on whether or not they are 
likely to prove satisfactory in 
service. For example, at the 
moment the Coal Board spends 
about £15,000,000 a year on the 
purchase of conveyor belting 
and the £25,000 per annum 
spent by Bretby on testing and 
investigating it is money well 
spent. Even on transmission 
belting the National Coal Board 
spends £400,000 a year. You 
will appreciate, therefore, that 


there is great scope for the extension of work on 
such equipment and it should be possible for the 
establishment to make a useful contribution to 
knowledge of their properties and performances. 


The first tests carried out on conveyor belting 
are concerned with the basic properties of the 
belt and safety requirements (e.g., the adhesion 
of the plies, the resistance of the belt to fire and 
its anti-static properties) and minimum require- 
ments have been laid down for these properties. 
Tests are also made in an effort to assess the ability 
of the belt to resist damage by impact or by turning 
over as well as its capacity to transmit power. 
Consideration of the results of all these tests helps 
in deciding which belts should then go forward for 
underground trials and which shall be given a full 
or limited approval for use in the mines. 


In addition to the work on conveyor belting, we 
are also engaged on a considerable range of metal- 
lurgical investigations. A considerable number of 
defect investigations are undertaken for the 
divisions and for headquarters. For example, new 
cage suspension gear for the West Midlands 
Division is subjected to a thorough non-destructive 
investigation before installation. 


Mechanical Testing 


The mechanical testing section is equipped with 
machines ranging from 100-ton universal testing 
equipment to 360-ton compression (Fig. 8) and 
500-ton -tensile machines and, in addition, special 
test rigs are used for roof bars (Fig. 9), etc. The 
section deals with the testing of ropes, chains, and 
their attachments, conveyor pans, and many other 
items at the request of divisions or headquarters, 





Fic. 9.—A Parr oF LinKED Bars UNDER LOAD IN THE CANTILEVER RIG. 
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but the major part of the work is carried out for 
headquarters strata control branch. 

Yielding props, Jink bars, and powered supports 
are now covered by an NCB approval scheme 
similar to that obtaining for conveyor belting and 
all roof-support equipment must undergo tests at 
the establishment before it is submitted to extended 
face trials. Standard test procedures are used by 
agreement between the board and the Mines Inspec- 
torate. 

Link bars are tested as cantilevers under con- 
ditions similar to those in service, and such 
features as hinge strength, ability to withstand 
reverse bends, and useful wedge travel are deter- 
mined. 

Yielding props are subjected to performance 
tests under axial and non-axial loads, on the 
ease of setting and withdrawal and are thoroughly 
examined after at least 400 in. of convergence under 
load. The cost of testing roof bars and yielding 
props is only about 0.2 per cent. of the £9,000,000 
annual expenditure on these items. 

This section also deals with most of the work in- 
volving special rigs, the testing of machines and 
large structures, pressure testing, and impact testing. 
Tests are due to begin on some standard 11-ft. by 
8-ft. roadway arches to assess the effect of struts 
and stilts, while other work is being carried out on 
chains for armoured conveyors using the 20-ft. ton 
impact machine to assess the extension of various 
grades of chain after a number of heavy impacts. 

A large-scale investigation into the production, 
inspection, and ultimate service behaviour of steel 
pipelines for Armstrong air-breaker installations 
has recently commenced and it has been necessary 
to work at pressures of up to 90,000 Ib./sq. in. In 
view of the possible serious consequence of failures 
in pipelines, work is being concentrated first on 
studying the production technique in order to 
eliminate defects, then on the evaluation of a non- 
destructive test which can be used in a production 
unit on every tube produced, and on the assessment 
of the effect of a relatively high-proof pressure on 
the ultimate life of a tube under fatigue conditions. 


Conclusion 


During the course of this paper mention has been 
made of some of the more important projects in 
the programme of work at the Central Engineering 
Establishment. In addition to new coal-face 
machines, interest is shown in ripping machines, 
underground transport vehicles, conveyors of 
various kinds, the mechanizing of stable hole pro- 
duction, etc. 

There is, however, an aspect of this work which 
must be given adequate consideration. If, in the 
next few years these developments, or similar ones, 
come to fruition, then there will be a need in the 
pit for many more engineering craftsmen and for 
more engineers. It would be inconsistent to develop 
valuable equipment unless there are resources at 
the pits to ensure that the greatest benefit is derived 
from it. This may be looking well into the future, 


but I believe that we all must do so from time to 
time. The views expressed in this article are those 
of the author and are not necessarily those of the 
National Coal Board. 


DISCUSSION 


Mr. W. C. SrarHaM asked how long it would be 
before the Anderton shearer drum was fitted with 
integral dust-suppression sprays. They were hoping 
to have one delivered by BJ-D shortly, replied the 
AUTHOR. The development was requested by Area 
No. 7, East Midlands Divisional Coal Board, and it 
was felt that it should be offered to the same Area 
to undertake trials. ; 

Replying to Mr. S. A. McKee, the AUTHOR said they 
had quite a number of mining engineers at Bretby, 
but they were mainly younger men and there were 
insufficient engineers with a wide and varied experi- 
ence of mining. The author said the determination 
of a development programme was extremely difficult 
and invitations had been offered io staff at Area level 
to visit Bretby to give their opinion and help; already 
considerable progress had been made. : 

Mr. L. J. Mitts said the Central Engineering Estab- 
lishment appeared to favour the use of hydraulics in 
the prototype machines they had been developing. 
Bearing in mind the dirty nature of mining, he asked 
if there was any particular reason for this particular 
phase in development. It was important that the value 
of the Central Engineering Establishment and its poten- 
tial were fully understood, particularly by mining 
engineers, and he suggested that there should be a 
steering council or committee in operation for par- 
ticular products or developments in hand. There was, 
he believed, a general feeling that once a project was 
taken over by CEE, nothing further was heard in 
mining circles until the machine was ultimately pro- 
duced. 

In reply, the AUTHOR said he was attracted to some 
form of consultative body to help in deciding the 
development programme. He was not sure how they 
should best put it into effect. On the application of 
hydraulics, the author agreed that it had been some- 
thing of a fashion. At the surface, where clean 
operating conditions obtained, hydraulics were valu- 
able, but in pits, complex hydraulic equipment should 
only be used if other methods of solving the problem 
could not be found. He believed that many attempts 
to use hydraulic equipment underground had been 
ill-conceived, but their value, for example in strata 
supports, had been established beyond any doubt. As 
more experience was gained other valuable applica- 
tions for hydraulic equipment would be found. 

Mr. W. WALLACE said the hydraulic motor had many 
advantages in connection with flexibility, size, safety, 
and the absence of gearboxes, and he was surprised 
to hear the author state his preference for the motor- 
gearbox drive. He asked for the reasons for his 
preference. 

Hydraulic motors had a good performance, the 
AUTHOR agreed, but he doubted if they could be kept 
clean underground. He believed that many problems 
would have to be solved in keeping them serviceable 
underground. Careful design could make an enor- 
mous difference; to give one example, the provision 
of filters at vulnerable points in the system would 
go far to eliminating breakdowns, but this in itself 
was not enough and there was no doubt that there was 
much to learn about the application of hydraulic 
motors and similar equipment underground. 

Mr. J. R. Gipson asked for more information on the 


performance of the tunnelling machine. Commenting 
(Contd. on facing page) 
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WORKING OF OPEN-HEARTH FURNACES 
with application of SUPERHEATED STEAM 


In this paper, translated from Metallurg, No. 3, 1960, p. 12, W. I. Peredistyi, works manager 

of O.H. furnace shop No. 3 in the Dzierzynski Works, describes how, when there was a 

shortage of oxygen for use as a flame intensifier in the open-hearth furnace, steam was used 

instead. The effect was similar to that obtained with oxygen, productivity being increased 
and specific consumption of fuel being decreased markedly. 


TN open-hearth furnace shop No. 3 in the 

Dzierzynski Works oxygen was used for a long 
time to intensify melting-down, but at the end of 
December, 1957, the oxygen supply was needed for 
other purposes. High-pressure compressed air was 
not available in the works and scientists from the 
thermodynamic Jaboratory suggested the application 
of superheated steam from waste-heat boilers as an 
intensifier, the steam being at temperature 625 to 
660 deg. F. and pressure of 175 lb./sq. in. Steam 
was supplied to the laboratory of the open-hearth 
furnace through water-cooled tuyeres, placed on 
the sides of the gas port. 

The jet of steam entering the root of flame with 
high velocity intensified the intake of air from the 
regenerators into the flame, speeded up the process 
of combustion and gave to the flame better coverage 
and stability. 

For some of the furnaces superheated steam was 
supplied to the ports in pipes of 4 in. dia. The 
reversing valves used were the same as used in 
railway steam engines and were controlled by 
servo-motors operating proportionally at the instant 
of reversal of the air valves. In other furnaces 
superheated steam was supplied in a far simpler 
manner. The steam from waste-heat boilers was 
conducted to the “oxygen” supply pipes and 
through these to the furnace. 


Economy Effected 


The use of superheated steam as an intensifier 
resulted in a large economy. All the measuring 
and controlling equipment which was used with 
oxygen was utilized when the furnace was using 
steam. The advantageous influence of steam soon 
became clear; the duration of the heat was 
shortened, mainly by reduced periods of melting 
and refining, and the specific consumption of fuel 
was also reduced. 

The great effectiveness of the use of steam is a 
result not only of its useful mechanical effect on 
the formation of the flame jet but also of its par- 
ticipation in the combustion and refining processes 
which take place in the furnace. The steam becomes 
dissociated and, being 89 per cent. oxygen, intensi- 
fies the combustion of the fuel and the oxidation 
of the bath. Consequently, the heating, melting, 
and refining of the charge are speeded up and the 


degassing of the metal and clearing of inclusions 
thereby assisted. 

The investigations established that it is beneficial 
to apply steam from the beginning of charging 
and until the bath is boiling. The average con- 
sumption of steam in a 185-ton furnace was 2,640 
Ib./hr.; and in a 370-ton furnace 3,300 Ib./hr. 
Stability of pressure has an important influence 
when using steam in this way. During the winter 
the pressure of steam drops to 100-120 Ib./sq. in. 
and the effectiveness of using superheated steam is 
noticeably lowered. 


The influence of superheated steam on the steel- 
making process resembles that of oxygen. How- 
ever, the application of steam involves smaller 
capital outlay for auxiliary equipment on the 
furnace and smaller running costs because it is 
cheaper than oxygen. The cost of 1 cu. m. of 
oxygen produced in the works is 14-16 kopeks, 
while the cost of 1 kg. of steam from waste-heat 
boilers is 1.2 kopeks. 


At the present time the plant is working satisfac- 
torily with the injection of superheated steam. The 
duration of melting in 185-ton furnaces has been 
reduced to 64 hr. and in a 370-ton furnace to 
between 104 and 11 hr. The specific consumption 
of fuel has also been considerably lowered; thus, 
in August, 1959, it was 306 lb./ton instead of 337 
Ib. /ton. 


ROLE OF THE CENTRAL ENGINEER- 
ING ESTABLISHMENT 


(Contd. from previous page) 
on the use of rotary percussive drilling, Mr. Gibson 
said it lent itself to high penetration rates being 
achieved. There was, however, one disadvantage, par- 
ticularly in dipping drifts; and that was the disposal 
of the water used during these operations. He asked 
if a study of this problem had been made. 

Replying to the question on rotary drilling, the 
AUTHOR said if a powerful drill, drilling 4 ft./min., 
could be designed, the amount of time during which 
the water was running would be very much reduced, 
but the CEE had not made any other study on remov- 
ing the flushing water. With regard to the tunnelling 
machine, he said that comment would be premature 
because the machine had not yet been completed. 
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e e S l TABLE an dthed Steck (hoe ae ols aa and Alloy 
inished Stee! housands of Tons.) 
Pig-iron and Stee 
1959. 1960. 
» Product. 1958. 1959. | 
Production want Hl 
Non-alloy steel: 
° ° ‘ 9 tte Ingots, blooms, 
IN the following United Kingdom pig-iron and billets, and slabes 4.6 5.1 4.9 5.8 5.3 
steel statistics, issued jointly by the Iron and oe 10.2 6.8 7-4, ) 2.6 
$e Sleepers 2 0.6 1.0 1.8 0.6 
Steel Board and the British Iron and Steel Federa- Fishplates and sole- 
tion, Table 1 gives the production of pig-iron and ang PETS, 0.4 0.6 ed 0.6 
ferro-alloys and the number of furnaces in blast and over: 
in July. Table 2 gives the production of steel Ove ST ee | ee ee lie ee 
ingots and castings in July and Table 3 gives (ii) Under § in. | 17.7 18.3 19.3 | 24.1 21.3 

ve ~ : : : Other heavy prods. 41.8 41.2 39.2 53.2 53.1 
details of deliveries of finished steel in June last. Setamacaan ta 96 | 106 | 11:6 | 18°'6 
Activities of the industry are summarized in Wire rods.. ..| 21.5 | 23.5 | 25.5 | 30.8 | 20.1 
Table 4 Arches, etc. 8.6 7.8 8.0 9.3 8.4 

‘ Other light sections 29.1 33.0 33.7 44.2 40.7 
TABLE 1.—Weekly Average Production of Pig-iron and Ferro-ailoys in Bright steel bars ..| 6.2 7.6 7.5 10.7 9.4 
July, 1960. (Thousands of Tons.) : Hot-rolled stri 22.6 27.4 29.0 35.8 33.9 
insallaateion - nan SS Sy FS Cold-rolled strip .. 7.0 8.0 8.1 11.2 10.0 
ee | Sheets, inel. coated: 
| Fur- (i) Hot rolled ..| 10.6 11.8 12.6 14.0 12.8 
District. naces |Hema-| Basic.| Foun-| Forge.| Ferro-| Total. (ii) Cold reduced 31.1 35.2 35.5 42.8 39.5 
|} in | tite. dry. | | alloys. Tinplate: 
| blast. (i) Hot dipped 8.4 1:7 7.9 9.0 8.0 
- ; ~ — - (ii) Electrolytic 10.3 13.2 12.8 15.6 14.4 
Derbys, _Leics, | Blackplate 0.8 0.7 0.8 1.0 ; 0.9 
Notts, North- | Tubes up to 16 in. 19.0 20.6 20.1 26.7 24.6 
ants, and Essex | 19 30.2 | 20.5 0.1 | | 50.8 Tube fittings, etc. 0.4 0.4 0.3 0.4 0.4 
Lanes (excl. N.-W. | Tyres, wheels, and 
Coast), Den- | j axles 4.5 2.4 2.2 2.9 2.2 
bighs, Flints, ; Forgings(excl. drop) 2.6 2.1 2.0 2.5 2.1 
and Ches wise 6 19.8 - |: 1.6 21.4 Steel castings ‘ 4.2 3.6 3.6 4.4 4.2 
= (excl. | Tool steel 0.2 0.2 0.2 0.3 0.2 
ib. Coast —_s 
tS Sheffield) Nes Total 300.5 312.0 316.0 402.0 372.0 
Lincolnshire 9 38.4 — | 36.4 Alloy steel 16.1 18.2 18.8 25.1 21.8 
North-East Coast 18 2.5 | 57.1 oo x | 60.9 
Scotland - 7 1.3 | 19.1 1.2 fa | 21.6 Total deliveries from 
Staffs, Shrops, UK productiont ..| 316.6 330.2 334.8 427.1 393.8 
Wores, and | Add: Imported | 
Warwicks 5 11.7 1.0 12.7 finished steel oth 7.0 $9 | 7.4 26.9 30.4 
S. Wales and | {— —— | |__|] —_—_ 
Monmouthshire; 11 2.8 | 58.3 0.6 | 61.7 | 323.6 337 .3 342.2 454.0 424.2 
Sheffield . ; 2 2.9 | 2.9 Deduct: Intra-indus- | 
North-West Coast 7 16.4 0.9 1.2 18.5 try conversion§ . 41.2 47.6 | 50.8 62.0 57.4 
Total 84 | 23.0 |237.5 | 24.2 | 0.1 | 4.1 | 288.9 Total new material . "239.7 | 291.4 | 392.0 , 366.8 
i | - 

. ; 91 5 I 4 ¢ | s | eee « t Includes finished aed @ made from imported ingots and anna 
—_ , a i s a > 7 ; -e | 4.5 | 205.2 ¢ Other than for conversion into any other form of steel listed. 
gay, Son : ST 2S 3.0 | 221.6 § Material for conversion into other products also listed in this table 
m TABLE 2.—Weekly Average Production of Steel Ingots and Castings in July, 1960. (Thousands of Tons.) _ 

ne Oper n- hearth. | Total. Total 
District. —| Bessemer. | Electric. | All other. |- ———| ingots and 
“Acid. | Basic. | Ingots Castings. castings. 
Derbys, Leics, Notts, Northants, and Essex... SERS i 5.0 ri “Lb. 9 ig a A & = - | 2.2 oa 1.2 23.4 
5 wy , . | (basic) 
Lancs (excl. N.-W. Coast), Denbighs, Flints, and |’) 39.1 
Ches. re “ A> 63: 2 ae Rit! Bs C4 Lise 
Yorkshire (excl. N.-E. Coast and Sheffield) J 1.1 
Lincolnshire we we 0.1 | 3 0.1 | 42.4 
North-East Coast 0.7 1.3 aos A | 
Scotland : 0.5 2.0 - 7 1.3 | 30.0 
Staffs, Shrops, Worcs, and Warwicks . 3.0 0.6 7 15 | 27.2 
South Wales and Monmouthshire 1.5 6. 2(basic) 0.8 0.2 d.5 0.4 100.9 
Sheffield (incl. smal! tonnage in Manchester) ; 6.1 - 10.8 0.4 8 | 1.6 44.4 
North-West Coast 0.1 | 4.6(acid)| 0.6 - 3 ee 5.3 
rR SE ce W Area smite dk BAe “f Pe! hee Ie es Be» ot, 
Total 9.6 | 317.6 | 36.7 25.7 1.8 | 382.6 8.8 391.4 
June, 1960 i3.2 | 381.3 | 96.5 | 33.2 | 22 | 455.1 | 111.8 | 406.4 
July, 1959 9.2 | 264.8 24.0 20.6 | 1.7. i ae 4 7.7 | 320.3 
TABLE 4 —Iron and Steel Index and General Summary of Pig-iron and Steel P’ roduction. _ (Weekly Average in Thousands of Tons.) 
B. 0. a Price Inde x ago } y RR ee eS Bn CT TI ORT 8 
; 1938 100 Iron- Imported Coke Pig-iron, | Scrap Steel Gael. alloy). 
Period. - ore ore sent to ferro- | used in —__—_—-| — -|__—_——— 
: output. used blast. alloys | steel | “Prod. Delivrs. } 
Iron and Coal. Basic furnaces. prod. prod. |Imports.t| ingots, | finished | Stocks.¢ 
steel. materials §| | } | castings. steel. | 
- edi 2 — | : eatin Sncanisenapanitininget aS | 
1958 343 503 478 276 «6| «6262 «|| «S887 245 | 196 9 369 234 | 2,242 
1959 .. :.| 340 497 477 86 244 | 210 242 «=| 208 7 388 291 2'244 
1960—April . 338 502 488 326 329 265 311 | 251 23 478 369 2,292 
May 3338 483 488 337 317 261 299 252 27 475 | 393 2,248 
June* 338 433 | 488 297 314 261 | 205. | 27 38 466 363 2,311 
July 338 483 | 486 : 302 | 305 261 289 194 41 391 317 2,425 
~* Months contain five weeks, all tables. t Stocks, ingots, semi-finished and finished steel, at the 


+ Weekly average of calendar month. 


¥ Used in non-food manufacturing industries. 


end of the years and months shown. 
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“CUPOLA CONVERTER” STEEL PROCESS 


Chicago Company’s New Plant 


ACME STEEL COMPANY, of Chicago, decided 

some time ago that it must have its own 
facilities for making slabs and billets. Various 
steelmaking methods having been tried, an entirely 
new combination of proved operations was eventu- 
ally selected. Named by the company the Cupola- 
Converter process, it is now installed at Acme’s 
Riverdale plant. 

The continuous hot-blast cupola was selected as 
the most suitable way to produce the molten iron 
needed to make steel, and the newly developed 
and proved oxygen-blown converter was chosen as 
the best means of refining the iron into the various 
grades of steel needed. 

The steel from the oxygen converter is cast into 
ingots, reheated in soaking pits, and rolled on 
blooming and billets mills into slabs and billets, all 
in essentially the conventional manner. 


Cupola Details 
Two continuous hot-blast cupolas were designed 
and built (largely to Acme’s specifications) by the 
Whiting Corporation. The main shell is 10 ft. in 
diameter and is water-cooled by sprays applied to 
the outside of the shell. It is unlined except for a 
specially designed carbon block bottom which 
extends up to a point slightly above the tuyeres, 
where the hot-air blast enters. The cupola is 67 ft. 
high, the base resting on a foundation 13 ft. 
above ground level. The charging elevator, situated 
between the cupolas, is 118 ft. high; it lifts the 
loaded charging buckets to a level above the tops 
of the cupolas and charges their contents to either 
cupola, as required. 
Table 1 estimates (in tons per month) the quan- 
tities of each material which will be needed when 
the plant reaches full production. 


TABLE 1.—Material Needs at the Acme Steel Plant 


Material. ] Ton/month. Per cent. 
| of charge. 
Assorted scrap 22.550 
Pig- and cast iron 15,050 
Total metallics. . 37,600 78.5 
Coke “6 7,600 | 15.6 
Limestone ; e4 a . 2.300 4.7 
Fluorspar * - ; 4 570 | 1.2 


The burning of gases passing through the dust- 
collecting system preheats the hot-blast air, which 
enters the cupola at about 540 deg. C. Each cupola 
can produce from 15 to 50 tons of molten iron 
per hour. From the 37,600 tons per month of 
metallics charged, the cupolas produce about 
35,900 tons per month of molten iron. At the 
same time, about 3,500 tons per-month of slag will 


be produced, from which some metallics can be 
reclaimed. 

The two oxygen top-blown converters were built 
by the Pennsylvania Engineering Company. Each 
is shaped like a huge milk bottle, and can be 
rotated or tilted in either direction on a fixed pivot 
or trunnion point. Each converter is 14 ft. outside 
diameter and 25 ft. high. Its refractory lining 
varies from about | ft. thick at the mouth of the 
vessel to 2 ft. thick at the base. 

Rated at 50 tons capacity, but actually operating 
at 70 tons, the two LD vessels are at present pro- 
ducing 75 tons of steel per hour. Over 1,000 heats 
have been made in rimmed, semi-killed, and killed 
grades ranging from 0.05 to 1.0 per cent. carbon. 
The quality of the steel is reported to be very 
satisfactory. Billets are rolled direct from the ingot 
without the need for scarfing and only little scarf- 
ing is required on the slabs for rolling to strip. 

The metallic yield of the oxygen converter is 
about 89 per cent. Casting is carried out in a 
separate building. Large cast-iron ingot moulds 
ate placed on cast-iron bottom plates 8 ft. by 10 ft. 
and 12 in. thick, weighing about 35,000 lb., there 
being four ingot moulds to one plate. 

The ingots used on most products are of about 
25-in. by 27-in. and 21-in. by 23-in. cross-sectional 
dimensions, and will vary in height from 62 in. 
to 78 in., or approximately 5 ft. to 64 ft. Most 
of them will weigh between 10,000 and 12,000 
lb., although the smallest ingots will be about 7,000 
lb. All sizes of slabs and billets are made from 
only two sizes of ingot. This can be done by 
varying the pour height in the mould to produce 
an ingot weight which will be a multiple of the 
slab weight into which it will be rolled. 

After the steel has solidified, the moulds are 
removed and the ingots transferred to the soaking 
pits for heating to rolling temperature. 

The soaking pit building is 240 ft. long by 120 
ft. wide and about 75 ft. high. It contains 12 
soaking pits arranged in three batteries of four 
pits each. The pits will normally be fired with 
natural gas, with oil as a stand-by fuel. Each 
pit is 8 ft. wide, 20 ft. long, and 134 ft. deep, 
with 18 in. of coke breeze covering the bottom. 
The outside walls have 16 in. of special refractory 
lining backed by 2} in. of insulating brick plus 
14 in. of biock insulation next to the steel shell. 
The bottom or hearth consists of 15 in. of fire- 
brick backed by 5 in. of insulating brick. 

Each battery of four pits has a common stack 
to carry away the products of combustion. These 
three stacks are brick lined, 5 ft. inside diameter 
and 150 ft. high. No recuperators for preheating 
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the air were installed initially, but provision has 
been made to add them later if this should appear 
advisable. ee 

Each pit has a refractory lined cover weighing 
about 50,000 Ib. which rests in a sand seal. 
Mechanisms are provided for lifting this 25-ton 
cover about 6 in. and rolling it back on its tracks 
at about 14 ft. per sec. to provide access to the 
pit for charging or withdrawing ingots. — 

Every effort is made, consistent with good 
operating practice, to charge the hot ingots from 
the teeming bay directly into the pits, thus con- 
serving heat and reducing the pit time to a muini- 
mum. However, sometimes cold ingots have to 
be charged into a pit. In such cases, it takes 10 
to 11 hr. to heat 55 tons of ingots from cold to 
1,315 deg. C. The soaking pits were designed and 
erected by Salem-Brosius, Inc. 

When the ingots in a soaking pit reach the 
correct rolling temperature of about 1,315 deg. C. 
the soaking pit crane withdraws an ingot and places 
it in the self-propelled ingot buggy, which moves 
along its track under the control of an operator 
toward the blooming mill approach table, the 
buggy then automatically tilting to deposit the 
ingot on the table rolls which convey it to the 
blooming mill. ; 

The blooming mill itself is a large reversing 
rolling mill with 35 in. dia. rolls and a roll body 
length of 81 in. The roll necks are 20 in. dia., 
running on fabric composition bearings. The 
top roll is quickly and accurately adjusted between 
passes by high-speed electrical screwdowns. The 
mill is driven by a 6,500-h.p., 700-V., d.c. motor 
which is served by a flywheel motor-generator set 
consisting of a 4,500-h.p., 12-kV. induction motor 
and two 3,000-kW. generators. 

Ahead of the blooming mill, on the entering 
side, is the manipulator, which basically consists of 
two rugged power-driven side guards capable of 
being moved rapidly toward or away from each 
other and as team to be moved across the entire 
width of the table, so that the ingot can be shifted 
to the various grooves or passes in the mill rolls 
during the rolling operation. There are power- 
driven lifting fingers in one of the side guards 
which can hook under one corner of the ingot and 
turn it 90 deg. between the side guards so that 
edges can be rolled as well as the surfaces. 

The manipulator, entering table, and blooming 
mill were designed and built by Birdsboro. 

All slab sizes 83 in. and wider are finished on 
the blooming mill, cut to length at the bloom 
shear, and transferred across No. 1 hot bed into 
the slab yard for cooling and for inspection and 
conditioning later. The heat number is stamped 
on each slab while on the hot bed. 


The blooming mill also rolls various sizes of 
blooms required to produce narrower slabs. These 
blooms are cut to proper length on the shear and 
fed directly into the billet mill without reheating. 
Space has been provided for installing one or two 
reheating furnaces should this become necessary. 

Most slabs produced on the blooming mill call 


for 19 or 21 passes back and forth to reduce the 
ingots to the finished slab size. The bloom shear 
is located 171 ft. from the blooming mill and space 
has been provided for possible installation of an 
automatic scarfing machine if required. 

The billet mill consists of two three-high stands 
and one two-high finishing stand arranged in a 
straight line. It is a rather unusual layout, but 
provides flexibility with the smallest number of 
stands, and also provides sufficient length for the 
possible installation at some future date of a series 
of stands to comprise a continuous billet mill. 


In a three-high mill, the direction of rotation 
remains constant. On each three-high stand one, 
three, or five passes can be made as required. The 
first pass is between the bottom roll and the middle 
roll. The bar is then raised and, by reversing the 
table rollers, is fed back for pass No. 2 between 
the middle roll and the top roll. The bar then 
drops down to the original level and is fed back 
on pass No. 3 between the bottom and middle 
rolls. Passes 4 and 5, if required, are handled in 
the same manner. 

The first three-high stand has 24-in. dia. rolls 
with 48-in. face, and is driven by a 2,500-h.p., 
2,200-V. constant-speed motor through a reduc- 
tion gear. It is located 171 ft. from the bloom 
shear. The second three-high stand has 21-in. dia. 
rolls with 48-in. face, and also is driven by a 
2,000-h.p., 2,200-V. constant-speed motor through 
a reduction gear. This stand is located 171 ft. 
from the first three-high mill. 

The two-high finishing mill has 24-in. dia. rolls 
with 44-in. face, and is driven by a 2,000-V. motor 
direct connected to the pinion stand. This mill 
is located 135 ft. from the second three-high stand. 

All billet mill rolls run in fabric composition 
bearings and the stands can be lifted out of position 
by the overhead crane and replaced with a spare 
stand completely set up for the next section to be 
rolled. Thus, changing set-ups in the billet mill 
can be done in the minimum time. 

All sizes of slabs and billets under 8} in. wide 
are rolled on this mill. Three high-speed saws 
located 137 ft. from the two-high mill are pro- 
vided to cut the bars to the lengths required. The 
finished slabs and billets then go across No, 2 
hot bed, where the heat number is stamped on 
each one, and they are then either piled in the hot 
bed building for cooling or diverted to the slab 
yard for inspection and conditioning. 

All slabs finished directly off the blooming mill 
are transferred on No. 1 hot bed into the slab yard 
building. They are stacked flat in a stacking device 
from which the crane lifts the entire stack and 
stores it, possibly for a couple of days, for cooling. 

Small slabs and billets from the billet mill which 
require inspection and conditioning are discharged 
off the end of No. 2 hot bed on to a roller table 
which conveys them back into the slab yard for 
stacking, bundling, and cooling. 

Several scarfing beds are provided near the 
centre of the slab yard where the cooled slabs and 
billets can be spread out for inspection. 
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Indication of Wear on 
BLAST-FURNACE LINING 


Use of Radioactive Cobalt 


"TOWARDS the end of 1959, lining wear in the 
throat area of a blast furnace at the Pucblo 
Colo., plant of the Colorado Fuel & Iron Corpora- 
tion, it has been reported’, made it necessary to 
reline the upper section, For this work it was 
decided to employ a pneumatically cast refractory 
lining. To keep track of future wear in the par- 
ticular area, radiation sources were placed in the 
refractory material so that they might be checked 
periodically from outside the stack with a Geiger 
counter to see how the patched area was with- 
standing erosion. A sudden fall in radiation would 
be a warning that one or more of the sources had 
fallen out and was going down with the burden. 

The tracer decided upon was cobalt 60, this being 
easy to handle, effective, and reasonably priced. 
It produces enough radiation to penetrate the 
furnace wall, and its half-life of 5.3 years is suited 
to the normal lining life. Personnel working within 
10 ft. of unshielded isotopes wore film tracer 
badges, but practically no dosage accumulation 
was reported. 


Location of Radiation Sources 


Two cobalt 60 needles were located at three 
points, 5 ft. below the opened large bell, where 
charge materials strike as they fall into the stack. 
The lining material was sprayed on the walls in 
horizontal layers. A hole was made in the material 
for each isotope deposit, the needles were dropped 
in with forceps, and covered with refractory 
material. The shelf was then built up to a height 
of 12 in. or more above the radiation sources. 

Three isotope tracers were also placed at points 
about 7 ft. lower down in the furnace wall, these 
being 14 ft. above the remaining ledge of the 
original brick lining (Fig. 1). Holes were cut 
through the steel shell with diamond core drills. 
and a pipe coupling was welded around each hole. 
Each radiation source was buried in a small ball 
of the refractory material and put into the coup- 
ling. Then pipe plugs were screwed into the 
couplings to seal the shell. 


Detection and Monitoring of Radiation 


A Geiger-Mueller tube in a stainless-steel cover 
is mounted outside the furnace shell near each 
upper level radiation source. Signal and power 
lines connect the detectors to a_ three-channel 


* Steel, July, 1960. 


monitor in the foreman’s office on the casting floor. 
A rate meter in the monitor indicates the average 
number of radiation counts per minute passing 
through the detectors. 

Rate meter readings of each detector are taken 
before each cast, and sources on the lower level 
are checked at least once a week with a portable 
meter. Upper level sources are closer to the 
furnace working face than those on the lower level, 
and will probably be lost first. When one of 


the isotopes is lost, its detector will be placed 
near one of the lower level sources. 
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Fic. 1.—LOCATIONS OF RADIATION SOURCES IN 
FURNACE WALL. 


No Serious Contamination 


It is known that loss of the radiation sources 
will not cause serious contamination of the iron. 
However, in all cases when any isotopes are lost 
from the furnace wall, trained personnel, will 
follow the radioactivity of the pig-iron, if detec- 
table, through the open-hearth and rolling mills. 

Sources still in place when the furnace is shut 
down for relining will be recovered and used else- 
where, or disposed of in a manner acceptable to 
the Atomic Energy Commission. 
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New Equipment 
and Products 


High-intensity Mineral Separator 


THE new high-intensity, “Rapid” Type OG single 
disc mineral separator, shown in Fig. 1, treats 
granular free-flowing minerals such as garnet, mona- 
zite, ilmenite, wolfram, columbo-tantalite, etc., and 
incorporates a magnetic scalper prior to the disc which 
removes highly magnetic minerals such as magnetite, 
ferro-silicon, and other iron oxides so preventing 
agglomeration at disc discharge. By mechanical adjust- 
ment of the disc and rheostatic control of magnet 
current, a further two magnetic minerals are separately 
recovered in one passing and discharged either side 





Fic. 1. Disc MAGNETIC SEPARATOR. 


SINGLE 


of the separator belt, clean non-magnetics being dis- 
charged at the conveyor head. 

Industrial applications include removal of fine iron 
contamination from abrasives, refractories, and chemi- 
cals, where a completely iron free product is essential. 
Feed is by gravity from a hopper; alternatively a 
vibratory unit is available. Capacity is dependent on 
characteristics of the material and degree of separation 
required. 

The makers of the separator, Rapid Magnetic, 
Limited, Lombard Street, Birmingham 12, are prepared 
freely to execute preliminary tests on representative 
samples. 


Automatic Fabric Filter 


OMPARISON of typical efficiency curves for 

various types of dust-extraction equipment will 
show that the fabric filter has the highest potential 
extraction efficiency. In the past, however, the fabric 
filter has frequently been passed over in favour of 
much less efficient, though sometimes more expensive, 
equipment because of certain apparent limitations of 
the fabric filter. The achievement of the highest 
possible extraction efficiencies is becoming more 
essential—in many instances because of the commercial 
value of the dust, but in most cases to comply with 
exacting legal requirements, 


To meet the demand for filtration equipment with- 
out the limitations of earlier designs the DCP auto- 
matic fabric filter was developed a few years ago by 
Dust Control Processes, Limited, 161, Clarence Street, 
Kingston-upon-Thames (Surrey), principally for appli- 
cation in the heavier industries where reliability and 
trouble-free operation under severe conditions are 
essential. 

A comprehensive range of fabrics has been care- 
fully selected for use with the DCP fiiter so that gases 
up to a temperature of 500 deg. F. can be handled 
and also so that sub-micron particles will be extracted 
from the gases. Particular attention has been given 
to the method of cleaning the filtering elements and 
to the automatic maintenance of correct tension in 
operation in order to achieve the maximum working 
life of the fabric. The DCP filter has a standard 
range of capacities from 2,000 to 100,000 cu. ft./min. 
The whole plant, both inside and outside, is readily 
accessible for inspection and maintenance. Moreover, 
the manufacturers claim that they have achieved maxi- 
mum economies through standardization and unit 
construction. 


Conveyor-belt Fastener 


[ NGENIOUS and simple improvement to the con- 
ventional plate-type conveyor-belt fastener, recently 
available, makes for easier fitting, is eminently suitable 
for use with impact tools, makes a stronger, more 
highly compressed joint, and reduces scraper problems. 

Conveyor-belt users will be familiar with this type 
of fastener consisting of fanged top and bottom plates 
secured by countersunk head screws and slotted hexa- 
gon or round nuts. This design dictates the use of 
shallow slotted nuts to fit the depth of the location 
cups in the plates. Consequently, to strengthen the 
nut, the depth of the slot is restricted, giving a barely 
adequate grip for the turning tool. Inevitably there 
is a tendency for the turning tool to slip deforming 
the slots and possibly causing minor injuries to 
operatives. 

To overcome these difficulties Isaac Jackson & 
Sons (Fasteners), Limited, Glossop (Derbyshire), has 
devized a method of turning the screw instead of the 
nut. High-tensile, square-ended screws are engaged 
by a turning tool (Fig. 2) provided with an outer 





Fic. SECURING THE FASTENER BY 


Too. OPERATING ON THE 


2.—METHOD OF 
MEANS OF A TURNING 
SQUARED END OF THE SCREW. 
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sleeve, having two lugs at the base, which serve to hold 
the nut in place while the screw itself is revolved. 

There is thus no danger of the tool slipping and 
application can be effected with confidence under the 
most difficult conditions. The fasteners are compressed 
into the belt to an extent quite impossible with the old 
method, giving a splice of greater strength and consider- 
ably reducing scraper problems. The need for case- 
hardened nuts is entirely eliminated, and the system 
is ane suitable for operation with ordinary impact 
tools. 


Improved Round Aperture Valve 


NEW model of the Sala round aperture valve known 
as Type C is now available. This model, as will 
be seen from Fig. 3, has a continuous iiner throughout 
the valve, the closure being controlled by pneumatic 
or hydraulic pressure exerted on the rubber muscle. 
The pressure required to operate this model is about 





Fic. 3.—SaLa ROUND APERTURE VALVE, TYPE C. 


one third less than with the earlier model and the 
overall size is reduced. 

The round aperture is infinitely variable from full 
bore to full closure and the venturi shape of the 
aperture produces very low pressure loss Aperture 
is directly proportional to pressure applied so that 
the pressure-gauge reading gives an exact indication 
of the valve opening. 

The valve is available in sizes from 1 in. to 4 in. 
It is produced by Neldco Processes, Limited, Crossway 
House, Bracknell (Berks). 


The Baker-Meyer Mill 


GUITABLS for grinding clays, natural earths, 
carbons, and coke, a unique single-roller mill 
is to be made and marketed by Baker Perkins, Limited, 
Peterborough. To be known as the Baker-Meyer 
mill, the unit was develoned by Neuman & Esser, of 
Aachen, and will now be available in five sizes. One 
of the novel characteristics of the machine is the use 
of a hydraulic ram to apply pressure between the 
roller and the bull ring. This is done in such a way 
that roller bounce is eliminated. Adjustment between 
ihe roller and the ring for different types of material 
can easily be made and automatic compensation 1s 
achieved when wear takes place. 

With the Baker-Meyer mill hot gases at temperatures 


of up to 550 deg, C. can be used for drying during 
grinding. Crude materiais containing as much as 
25 per cent. moisture can be ground without difficulty. 
The introduction of the hot gas into the system above 
the mill permits operation at normal (and economical) 
temperatures. 

The materials which can be handled on the mill 
include:—Barytes, coal, Fullers earth, limestone, 
natural earths, marl, phosphate rock, manganese ore, 
petroleum coke, salt, clays, slate, gas coke, talc, feld- 
spar, ochre, whiting, chalk, cement clinker, laolin, 
graphite, and pitch coke. 

Designed for easy and minimum maintenance, the 
mill has been tested to prove that on the arduous 
duties to which these machines are subject, the service 
life of the components exposed to wear is increased 
by as much as five times in comparison with other 
ring roller mills. 


Pocket Magnifier and Graticule 


POCKET magnifier with built-in graticule folding 
into a square measuring only 2} in. by 1,% in. 
by + in., comfortably carried in a waistcoat or breast 
pocket, is being made by Graticules, Limited, Bath 
House, 57/60, Holborn Viaduct, London, E.C.1. 

It has been designed, among other  require- 
ments, to fill the gap between rough estimation with 
a scale and precise measurement with elaborate and 
expensive instruments and will be found to have an 
almost universal use in factories of all kinds including 
engineering; also for metallurgical work in universities 
and elsewhere. Graticule patterns are available to meet 
individual requirements. 

As will be seen from Fig. 4, the micrometer, which 
is on glass, is mounted in the base of a low-powered 





Fic. 


4.—PockET MAGNIFIER 
AND GRATICULE. 


folding magnifier, the whole frame being made of 
aluminium, cut away to give maximum visibility, the 
field of view being 1 in, sq. The micrometer scale 
when used, is placed in close contact with the object 
to be measured or viewed and the scale shows up well 
against a wide variety of colours, while the graduations 
are sufficiently fine to ensure a reading accuracy of 
+ 0.002 in. 


Graticules, Limited, in the production of its scales, 
recently evolved what it calls its maXta process, which 
gives an ideal surface image firmly bonded to the glass 
and resistant to heat, chemical attack, and abrasion to 
the same extent as to the glass itself. 
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NCB Deficit for the 


TABLE 1.—Costs of Production, Proceeds, and Profit of Collieries for the 
First Half-year of 1960 (Great Britain). 


























Tons. 
= OUTPUT OF COAL: 
First a GC Tonnage eta com- | 
mercially | 91,392,332 
Mine consumpt ion yt 2,664,120 
Miners’ coal ah ++] 2,560,400 
i its statistical statement for the first half of Seleebie tonnage from | es 
. 4 I ines J Sol 
1960 the National Coal Board discloses a —°~""™™" ie 
j 2 26 i rom a surplus of COSTS AND PROCEEDS: 
deficit of £6,90 000, resulting f Pp Wages (including holiday Amount Per ton saleable. 
£3,221,000 in the first quarter and a loss of pay, sick pay, and | € | . 
£10,123,000 in the second quarter of the year. . allowances in nied) | 225,348,439 | 46 7.8 
f. . 00} suppcrts, enera | 
Detailed results for the first half-year are given eves tek ple” 64,896,744 18 5.2 
j > ac ‘ i ¢ S. i S Coal and other power 
in the accompany es tables Colliery profit consumed ms Sel 18,963,800 3 11.1 
amounted to £10,248,000 and ancillaries showed Other costs (including | 
a profit of £1,857,000, while there was a profit depreciation) 87,573,099 B15 
of £1,242,000 on open-cast working, making a ToTaL Costs 396,772,082 | 82 1.6 
Ire e -Ver 2 Be EE 
total for the first half-year of £13,347,000 Sait jae 1 eT 
£13,414,000 in the first quarter and a loss of = bab eke 
£67,000 in the second quarter. Interest payable, ee ee ree conchae | gate 
less interest receivable and other income, amounted sara ES | apts 
: | Value of 
to £44,000. —% AVERAGE EARNINGS (ALL Cash | cameos | Total 
Interest payable to the Minister of Power totalled AGES): earnings | inkind. | 
£20.205.000 Per manshift worked: s. d. a 4. | a ¢ 
“om? a : A At the face : 77 ~=— 8.0 4 lie. ae 9.7 
The figures in the tables relate to deep mines All underground 66 0.6) 3 9.5 | 69 10.1 
- Sate 7 
worked by the NCB and exclude open-cast ai eects a eel 3 82|e 26 
workings and mines licensed in accordance with = 
Section 36 of the Coal Industry Nationalization arty -t > sphere FO cha 2 = 
Act. All underground 314 0 18 0 
Licensed mines produced about 1.3 per cent. po pow OS hes igs Se a 
of the total quantity of deep-mined saleable coal. ~* The estimated average earnings in the industry, Including the 


Receipts in respect of 


concessionary 


TABLE 


OUTPUT OF COAL: 
Disposable commercially 


Costs 


Scottish 
Division 


8,840,378 


miners’ 
rates amounted 


to 


of Production, 


Northern 

(N & C) 

Division 
Tons 


5,866,600 


Proceeds 


coal supplied at 
£792,483. 


Durham 
Division. 


Tons. 


11,202,893 


Mine consumption 301,420 69,776 134,984 
Miners’ coal 253,844 204,748 483,987 
Saleable from NCB mines 9,395,642 6,141,124 11,821,864 





per manshift worked and 330s. 





North- 
Eastern 
Division. 


Tons. 
19,702,312 
808.108 
577.689 


21,088,109 


Per ton Per ton Per ton Per ton 
saleable saleable saleable saleable 
COSTS AND PROCEEDS 8 d 8 d 8 d 8. d 
Wages (including holiday 
and sick pay and other 
allowances) 5 8.8 1 3.6 59 2.9 42 9.4 
Roof supports, general 
stores, and repairs 15 5.4 13 11.6 13 8.7 12 6.5 
Coal and power consumed 4 6.3 . Rae 3 8.4 3 8.4 
Other costs (including de- 
preciation) 22 3.6 18 6.8 18 11.9 15 1.8 
TOTAL Costs 98 0.1 86 11.2 95 7.9 74 62.1 
PROCEEDS 87 6.0 82 5.0 93 2.8 82 5.7 
PROFIT OR Loss (before Loss Loss Loss Profit 
charging interest) 10 6.1 4 6.2 3 .§.a 8 3.6 
(a) MANSHIFT AND (6) AVER- 
AGE WEEKLY EARNINGS 
(including value of allow- 
ances in kind): 8 d s d 8 d 8 d 
At the face (a) 4.0 86 10.8 79 2 85 8.8 
*. (b) 8.0 399 1.0 371 11.0 356 5.0 
All underground (a) 8.3 72 6.5 68 7 71 10.1 
: : (b) 4.0 347 1.0 338 7.0 331 0.0 
Surface (a) 8.2 49 3.8 50 5 47 7.4 
. (b) 4.0 263 4.0 255 10 0 258 1.0 
All workers (a) 7.3 67 3.5 65 2.3 66 6.8 
(b) 306 10.0 29 9.0 ' 323 6.0 


317 0.0 





North- 
Western 
Division. 

Tons 
6 479, 74: 3 


6,843,400 


Per ton 
saleable. 


“ 
47 10.8 
14 10.6 
4 $4.7 
22 6.1 
89 8.2 ; 


Loss 

ee 
s d 
80 9.8 
357 6.0 
68 3.4 
319 00 
48 0.0 
262 00 
64 0.7 


308 6.0 


Kast 
Midlands 
Division. 

Tons 
21,987,696 
510.804 
407.531 
22,906,031 


Per ton 


saleable 
5. | 
33 3.5 
12 0.2 
> 8.0 
13 9.7 
61 9.4 
71 «(8.0 
Profit 
9 10.6 
8. d 
93 #9.0 
406 9.0 
76 «(25.7 
363 «63.0 
49 6.8 
266 6.0 
70 «6.5 


343 11.0 


5d. per week. 


West 
Midlands 
Division. 


Tons. 
6,973,847 
244,800 
72,769 
A416 


Per ton 
saleable. 


8. d. 
45 1.7 
13 10.9 
6 3 
21 5.8 
84 7.5 
85 1.4 
Profit 
5.9 

s d 
82 11.7 
352 5 0 
69 9.6 
326 1.0 
47 10.4 
251 6.0 
64 2.3 
308 7.0 


amounted 


and Profit or Loss of Collieries abl the First b Bays year of 1960 


South- 
Western 
Division 


Tons. 
9,605,016 
340,426 
306,026 
10,251,478 
Per ton 


saleable 


8. d. 


8. d 
68 3.0 
312 3.0 
63 1.2 
301 7.0 
47 7.1 
260 9.0 
59 8.3 
293 6.0 


value of allowances in kind, in Great Britain for all adult male workers 
21 years and over, in the first half-year of 1960, 


to 67s. 8d. 


South- 
Eastern 
Division. 


Tons. 


733,847 
24,562 
19,379 

777,788 


Per ton 





saleable. 
61 11.3 
14 4.3 
7 2.6 
21 
104. 7.2 
100 1.1 
Loss 
4 6.1 
8. d. 
95 2.4 
308 8.0 
76 11.9 
357 30 
49 45 
275 11:0 
71 0.1 


342 1.0 
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Armoured Conveyor Production 
USE OF ABRASION-RESISTING STEEL 


REQUIREMENTS of the armoured flexible con- 

veyor, currently used in conjunction with 
power loaders in large numbers of UK mines, in- 
clude the maximum resistance to abrasion combined 
with reasonable cost and trouble-free operation. 
At the railway wagon works of the Butterley 
Company, Limited, considerable experience has 
been gained in the fabrication of welded conveyor 
sections, while, in addition, the repair of worn 
sections is carried out where these can be brought 
up to operating requirements by cutting out worn 
lengths and welding replacements. 

The conveyor exists in a number of sizes, a 
typical conveyor, however, consisting of a number 
of 2-ft. wide sections each some 4 ft. 11 in. long 
and fabricated from }-in. thick abrasion-resistant 
plate. These sections or pans take the general 
form of a flat tray with flanged side pieces which 
enable a chain ladder of high-tensile steel chain 
and scraper bars to be drawn through a number 
of joined sections, returning by flanges on the 
underside of the pan. The flanged side pieces 
are special rolled sections designed for this type 
of conveyor. 

Each section of the conveyor is joined to a 
preceding section by loosely bolted mating lugs 
and sockets which are welded to the side pieces 
and these sockets are specially shaped to cater 
for movement within the limits 
of 4 deg. in any direction, thus 
allowing the conveyor to be 
“snaked.” The side pieces are 
also mated by half discs and 
milled quadrants, two discs 
being welded into recesses at 
one end of each side piece such 
that they engage smoothly in 
the recesses of the adjoining 
members. The main plate of each 
pan is extended and stopped at 
the receiving end to fit under- 
neath the adjacent section thus 
giving an overlap to prevent 
spillage at the joint. Each 
section is provided with eight 
spill plate brackets to accom- 
modate four spill plates. 


Special Pan Sections 


Special sections or pans, such 
as the ramp pans, connect the 
drive frame to the line pans; 
bridge pans, which are short 
sections having two female ends 
to accommodate the socket of 
a line pan on one side and the 


WELDING WITH DIADEM 


ramp pan on the other; split pans, which enable 
the conveyor to be broken at any point and consist 
of three mating wedge-shaped sections and make-up 
pans of 2 ft. 54 in. and 1 ft. 23 in., respectively, 
which serve to extend or shorten the conveyor. 


The conveyor is usually driven by a 40-50-h.p. 
motor at 1,460 r.p.m., through a gearbox and 
fluid coupling, the coupling being employed to 
reduce shock loadings on the motor and transmis- 
sion. The chain sprockets consist of a drum, 
cast in two halves which bolt together on the stub 
shafts of the drive, the sprocket teeth being cast 
or forged on ‘a ring welded to each end of the 
drum. 


The steel from which the main components are 
fabricated, is a high-carbon/manganese steel con- 
taining a minimum of 0.30 per cent. and a maxi- 
mum of 0.35 per cent. carbon, the manganese 
limits being between 0.50 per cent. and 0.75 per 
cent. Sulphur and phosphorous contents are 0.05 
per cent. max. The Brinell hardness number of 
the steel is 149/192 and the tensile strength is in 
the range of 32 to 34 ton/sq. in. The pan bolt 
sockets are dropforgings of E.N.8 steel, these 
being stamped from bar lengths, frazed to remove 
excess material, and then drilled out. The spill 
plates brackets are also dropforgings of E.N.8 





STACKED CONVEYOR SECTIONS BEING TESTED FOR SMOOTH RUNNING AFTER 


“OpaL” H.T.1 


LOW-HYDROGEN ELECTRODES. 
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steel, 
steel. 

The main electrodes used in the fabrication of 
these conveyors are Cooper & Turner Diadem 
“Opal” H.T.1 low-hydrogen, four-gauge elec- 
trodes. 

The basic coating of these electrodes gives 
a clean weld metal, free of minute slag globules 
and gas inclusions, thus reducing the crack- 
ing tendency which arises when welding a 
steel of this composition without preheat. The 
weld metal also possesses matching mechanical 
properties, and has the facility of accommodating 
a high-sulphur content in the parent metal where 
this is incorporated to improve machineability. 
Of particular importance is the high abrasion- 
resistant property in this application where the 
welds will be subjected to constant grinding for 
long periods by the passage of the chain in grit 
laden conditions. 

The sequence of fabrication for.a 244-in. wide 
conveyor starts with the 3-in. deck plate material 
being guillotined to size and pressed or joggled 
to provide a shallow step formation which allows one 
plate end to overlap the adjoining plate. The sur- 
plus thickness then existing, which would interfere 
with the passage of the chain and drag bars, is 
removed by machining to final limits, after which 
the end of the plate is shaped by flame cutting 


while the half discs are of E.N.16 wrought 


or oxy-acetylene cutting, rolled and given a final 
champher. The flanged side pieces are sawn to 
length and the quadrant recesses are milled out 
from each end. 

Sub-assembly consists of welding the pan-bolt 
sockets and spill plates brackets to the side pieces 
with eight-gauge Murex “manganese type P” 
electrodes, a convenient eight-gauge electrode being 
used for this work where the size of the fillet 
weld is small. This electrode is also used for tack- 
welding of the deck plate and side pieces in a 
quick-release jig. These components are then inter- 
mittently welded on the underside, Cooper & 
Turner Diadem “ Opal” H.T.1 electrodes being 
employed on these 4-in. fillet welds, and for the 
continuous welding on the topside. The inter- 
mittent welding precedes the continuous welding 
in order to enable the stresses to be balanced and 
reduce welding distortion. 

The completed pan sections are then tested, as 
shown in the accompanying illustration, for free 
running by being assembled in line and being sub- 
jected to a test run of a length of chain and 
scraper bars, which is hauled through by a 5-ton 
overhead crane. This test is given to both sides of 
the pans and ensures interchangeability of pans 
and freedom from installation snags. 

The final stage is a coating of red bauxite 
primer. 


Book Revicap 


Mineral Processing. By Dr. E. J. Pryor. 
enlarged edition of “An Introduction 
Dressing.” Mining Publications, 
House, London, E.C.2. 90s. 
HE change of title from its original form is a 

small part of the revision and enlargement of 

scope which give this second edition something of a 
new look. In his preface the author, who is Reader 
in Mineral Dressing, University of London, says: 
‘The original introductory matter has been retained, 
but is now developed to a more advanced level in 
the main subjects. ... As with the earlier work, an 
attempt is made to show mill operators how to apply 
scientific control. . Examples of successful plant 
practice are given where it is felt that these can use- 
fully show principles in action.” 

During the five years between these editions new 
ideas have made their mark in both the literature and 
the practice of mineral processing, to the point where 
they demand recognition in a textbook on this grow- 
ing subject. To make room for them the original 
text has been pruned and the layout condensed. How- 
ever, although 39 tables replace the old 23, and 310 
figures the original 233, the total of pages has only 
increased from 649 to 814. The bibliography now 
appears in footnotes on the pages concerned and a 
new appendix gives brief outlines of some laboratory 
course work done as part of the training of the 
author’s students. The old chapter heading XVI has 
been changed from “ Gold Cyanidation ” to “ Chemical 
Extraction” and in its enlarged form includes the 
principles and key methods used in the leaching of 
cobalt, copper, and uranium. 


Revised and 
to Mineral 
Limited, Salisbury 


The author has been at pains to meet the main 
criticisms of his first edition. The quality, presenta- 
tion, and usefulness of the illustrations have benefited 
by radical revision and a closer correlation with the 
text and by the inclusion of more source material 
from other countries. Mathematical presentation has 
also been strengthened, but the emphasis in this book 
on the value of some knowledge of physical chemistry 
in successful testing and plant control has led to 
further enlargement of the chapters concerned with the 
surfactant forces that operate in ore pulps. However, 
while developing and explaining the basic theory, the 
practical worker has not been forgotten and this new 
edition carries forward the record of growth in scien- 
tific processing of minerals in a form which will be 
of value not only to students but also the practising 
engineer and the ambitious shift worker. Recogntiion 
throughout the text of the economic pressure on tech- 
nical operations when low-grade complex ores must 
be treated adds to the value of the book for all 
mineral engineers. 


Electricity at Clean Air Exhibition 

Electricity’s contribution towards achieving clearer 
skies over Britain will be illustrated on the Elec- 
trical Development Association’s stand at the Clean 
Air Conference and Exhibition, which opens at 
Harrogate on Tuesday. Visitors will see how elec- 
tricity provides low-cost light, heat, and power for 
homes and factories and how older buildings can 
be brought up to date with specially designed electrical 
apparatus. 
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Metallurgical Patents in the US 


Some Recent Inventions 


Desc RIPTIONS of metallurgical patents given 

below have been taken from details pub- 
lished in the Official Gazette of the United States 
Patent Office. 


Furnace Conveyor 


A furnace conveyor for use in a chamber having a 
muffle, consists of a trough with a horizontal plat- 
form constituting a track, with opposite parallel edges 
of the platform bent vertically to form guiding edges 
for the track, the centre of the platform forming a 
circular housing. A screw thread is rotatively mounted 
on opposite ends in the muffle and located in the 
circular housing with the top edge of the screw extend- 
ing vertically above the horizontal plane of the hori- 
zontal platform. A tray is formed with opposite 
vertical parallel edges which slide on the track and 
lie between the guiding edges of the track. A flipper 
is pivotally mounted to the tray, and a stop fixed to 
the tray limits the pivotal movement of the flipper 
in one direction, the flipper engaging the screw to 
push the flipper against the stop to move the tray 
along the track on the trough.—2,942,742. 


Conveyor Rollers 


In a troughed endless belt conveyor, a belt-support- 
ing roller element comprises a shaft consisting of a 
resilient metal member of elongated configuration 
which extends continuously between opposite lateral 
edges of the troughed conveyor belt, the member 
being preformed to bowed configuration. Suit- 
able means support opposite ends of the bowed mem- 
ber with the plane of bowing perpendicular to the 
length of the adjacent troughed belt, the supporting 
means comprising a trunnion-bearing member at each 
end of the elongated shaft member. A bracket sup- 
ports each trunnion-bearing member. There is an 
abutment on each of the extremities of the shaft 
member, and a spring between the abutment and the 
trunnion-bearing member, the shaft being of sufficient 
stiffness as inherently to maintain a bowed configura- 
tion in the perpendicular plane while being sufficiently 
resilient as to flex in the perpendicular plane in accord- 
ance with different belt loadings, and a plurality of 
rollers mounted rotatably on the shaft.—2,942,721. 


Crane Positioning Apparatus 


A crane positioning apparatus includes a servo for 
positioning the crane within close proximity of a 
predetermined vertical axis, the crane being provided 
with a vertically descending member, means for auto- 
matically bringing about the fine adjustment of the 
crane into the vertical axis comprising, in combination, 
a pair of motors for moving the crane along a pair 
of horizontal axes, respectively, at right angles to each 
other. A switch means on the descending member 
makes contact with a stationary element to indicate 
displacement of the crane from the predetermined 
vertical axis as the member descends. Controlling 
means include two pair of switches each of which 
when actuated energizes one of the motors to move the 
crane in one direction along one of the horizontal axes, 


the switch means responsive to the displacement closing 
at least one of the switches to produce a signal cor- 
rective of misalignment of the crane. Provision is 
made for passing the corrective signal to at least one 
of the motors for readjusting the position of the 


crane until a corrective signal is no longer produced. 
—2,942,736. 


Procedure for Vacuum Casting and Arrangement 
Intended Therefor 


A charging nozzle having an interior wall therein 
defining a flow passage through the nozzle, which has 
a discharge opening in communication with the flow 
passage and including a first portion of predetermined 
cross-sectional flow area and a second portion of 
substantially smaller cross-sectional flow area, a flow- 
restricting element within the flow passage of the 
nozzle engageable with the first portion of the discharge 
opening to reduce the flow area through the nozzle 
and attenuate the discharging stream of metal there- 
through. Means retain the flow-restricting element in a 
retracted, non-restricting position remote from the 
discharge opening, the means comprising a member 
subject to heating by molten metal flowing through 
the nozzle and operable in response to the heat to 
release the flow-restricting element from its retracted, 
non-restricting position for engagement with the first 
portion of the discharge opening.—2,946,101. 


Hot Tops 


A hot top, for use in connection with a mould for 
casting metal and adapted to be placed near the top 
of mould, comprising in combination, a body, and 
anchoring means extending from the body into the 
mould interior adjacent the internal mould wall sur- 
face and adapted to be immersed in the rapidly solidi- 
fying outer portion of the molten mass adjacent the 
internal mould surface and to be frozen thereto when 
the outer portion solidifies in form of a shell prior to 
the completion of casting. The body has a recess in 
its lower edge, the anchoring means comprising an 
element including a first portion connected to the 
body and a second portion disposed in the recess and 
spaced from the surfaces of the recess.—2,946,103. 


Casting Metals 


A method of casting metal in a mould which com- 
prises supporting, above the mould, a block of the 
metal to be cast so that no portion of the block lies 
within the mould, striking an arc between an electrode 
located above the block and the end surface of the 
block remote from the mould, melting, by means of 
the arc, part of the block in such manner that the 
molten part is contained by a solid wall of the metal, 
until the molten pool extends from the end surface 
of the block remote from the mould to the end surface 
adjacent the mould, whereupon the molten metal runs 
into the mould and the arc is then extinguished.— 
2,946,105. 

Extrusion of Metal Billets 


In a method of extruding a metal billet from an 
extrusion chamber having a die at one end, the die 
(Contd. overleaf, foot of col. 2) 
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Belgian Steel 
Developments 


(RUDE steel capacity in Belgium may be raised 

to nearly 10,000,000 tons by 1964 if all the 
industry’s development plans are carried out, states 
the annual report of the Groupement des Hauts 
Fourneaux et Aciéries Belges. 

In a review of the report prepared by the intelli- 
gence department of the British Iron and Steel 
Federation, it is stated that capital investment in 
1959 reached a new record. There was a significant 
increase in expenditure on ore preparation. Five 
plants are under construction—four Dwight-Lloyd 
and one with Smidth rotary furnace. The major 
blast-furnace projects included completion of a 
new 28-ft. 8-in. dia. furnace, reconstruction of 
three furnaces, and preparatory work for a new 
29-ft. 6-in. dia. furnace. Expenditure on steel- 
making declined from the exceptionally high level 
of the previous year; the main project completed 
was the installation of 50-ton converters in a new 
basic Bessemer plant. Capital investment in rolling 
was very high. Two new primary mills and several 
heavy and medium section mills will be completed 
in 1960-61; a wire-rod mill and a four-high heavy 
plate mill are under construction. Production of 
magnetic sheets started last year. 

Past and Future Investments 

Table 1 gives details of past and future invest- 
ments. 

Development planus already under way or actually 
decided should raise crude steel capacity from 
7,500,000 tons in 1959 to 8,300,000 tons, while 
proposed investment projects not yet finally decided 
would raise it to some 9,600,000 tons. For pig- 
iron capacity (6,800,000 tons in 1959), the corres- 
ponding figures would be 8,200,000 and 8,700,000 
tons, to be achieved mainly by building three new 
blast furnaces and enlarging two old furnaces, and 
also by the greater use of sinter. The considerable 
expenditure on ore preparation should raise sinter 
capacity from 2,038,000 tons in 1959 to 6,327,000 
tons in 1963 and ultimately to 6,677,000 tons. 

A new steelworks is to be built to use the LD/AC 





process, and two other companies are proposing 
TABLE 1.—Past and Future Investments in the Belgian Steel Industry 
(£ Million). All F igures : Converted at the Offic “ial Rate of 140 B. Sirs. = = £1 
Past investments. Future iny jentuhente, 
Pro- 
1957. 1958 1959. | Decided.) posed. Total. 
Coking 
plants 1.45 0.87 0.36 1.81 1.94 3.76 
Ore prepar- 
ation 3.04 2.97 5.80 8.39 2.86 11.25 
Blast 
furnaces 3.09 3.95 3.14 5.84 8.70 14.54 
Steel- 
making 4.12 5.38 2.90 &.60 12.78 21.38 
Rolling 1 oa.. 1 12.39 43.34 30.24 73.58 
Other oat) ee 4.94 4.76 10.31 | 4.91 16.22 
Total 21.66 | 27.82 | 29.35 | 61.42 | 139.73 


78.31 





to build new melting shops with large converters, 
probably using the LD/AC process. 

Planned investment in rolling is particularly 
heavy, and includes projects for a slabbing mill, 
two wire rod mills, two 4-high heavy plate mills, 
a 4-stand tandem cold-reduction mill, and a revers- 
ing cold-reduction mill, while “other” planned 
expenditure includes the expansion of electrolytic 
tinplate production. Total rolled products capacity 
would thus be raised to 7,182,000 tons (5,844,000 
tons in 1959), of which heavy sections 588,000 tons 
(546,000 tons), light sections 2,465,000 tons 
(2,269,000 tons), wire rod 1,236,000 tons (645,000 
tons), hoop and strip 350,000 tons (270,000 tons), 
heavy plates 1,070,000 tons (984,000 tons), hot- 
rolled sheets 289,000 tons (426,000 tons), and cold- 
reduced sheets 1,244,000 tons (710,000 tons). 

The industry’s financial requirements in 1958 
totalled £34,280,000, including £28,170,000 for iron 
and steel investments, £2,970,000 for other invest- 
ments, £3,460,000 for repayment of credits, and less 
£330,000 for a reduction in working capital. Of the 
total £18,890,000 came from the industry's own 
resources, £300,000 from share issues, £7,140,000 
from debenture loans, £7,590,000 from other loans, 
and £640,000 from other sources. In 1959, loans 
totalled some £18,000,000, to which must be added 
a capital increase of £2,860,000, while the industry 
provided from its own resources about the same 
amount as in 1958, i.e., some £19,000,000 





METALLURGICAL PATENTS IN THE US 


(Contd. from previous page) 


has an opening through which the billet is extruded 
and a ledge surrounding the die opening. The steps 
in operation comprise placing in the extrusion chamber 
adjacent the die a preformed rigid disc of agglomerated 
glass powder held together by a suitable adhesive 
binder of such character as to render the same rigid 
and unbendable, placing a heated metal billet in the 
extrusion chamber and extruding the billet.—2,946,437. 


Furnace for Reducing Metallic Ores 


A furnace for reducing metallic ores which com- 
prises a first ore-engaging means having a first ore- 
engaging surface, electrically operated heating means 
for heating the first ore-engaging surface and maintain- 
ing the surface at a substantially constant temperature. 
A second elongated ore-engaging means has a second 
ore-engaging surface which is substantially comple- 
mentary in configuration to the first surface, means 
for moving the second ore-engaging means longitu- 
dinally with respect to the first means and rotating 
the second with respect to first, the second ore-engaging 
surface having a plurality of curved grooves formed 
therein, the grooves extending from a — adjacent 
the centre of the second ore-engaging surface outwardly 
and curving rearwardly of the direction of rotation of 
the second ore-engaging means and extending to its 
other periphery.—2,946,581. 


THe SsantsH Company, Empresa Nacional 
Sidertirgica, has applied for authorization to increase 
the number of furnaces at its Avilés plant to provide an 
annual capacity of 1,000,000 tons of pig-iron. 
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New Patents 


PATENTS below are among the complete speci- 

fications accepted listed in the Official Journal 
(Patents). The numbers given are those under 
which the specifications have been printed and all 
subsequent proceedings will be taken. 

Applications for copies of the full specifications 
(3s. 6d. each, post free) should be made to the 
Patent Office, 25, Southampton Buildings, Chancery 
Lane, London, W.C.2. 


Mining and Mining Appliances 


843,290 Ht, Porter (NEWCASTLE), LIMITED, and 
Tatsotr, A. C. Struts and tic rods for mine 
arches. 

843,581 STEINKOHLENBERG 'WERKHANNOVER-HANNIBAL 
A.G. Machine for driving mine galleries. 

843.954 Dowty MINING EQUIPMENT, LimiTeD. Tele- 
scopic pitprops. 

843,957 HAARMANN, A. Supporting arrangement fot 
the roof of work-face galleries in mines. 

844,091 EICKHOFF, MASCHINENFABRIK UND EJSEN- 
otessere!l, GEB. Coal-cutting machines. 

844,391 GEWERKSCHAFT EISENHUTTE WESTFALIA. 
Auxiliary support system for mine workings in a 
semi-steep to steeply inclined seam. 

844.477 Dowty MINING EQUIPMENT, 
Hydraulic pitprops. 

844.771 GEWERKSCHAFT EISENHUTTE WESTFALIA. 
Scraper chain for a scraper conveyor having two 
laterally guided chains. 

844.802 EICKHOFF. MASCHINENFABRIK UND EISEN- 
GiesserRE! GEB. Mineral-cutting machines. 
845.047 LonGLeys (BARNSLEY), LimiTeD. Pit struts. 
845,302 Dowty MINING EQuiPMENT, LIMITED. Mine 

roof supporting frames. 

845,322 EICKHOFF MASCHINENFABRIK UND EISEN- 
GiesserRE! GEB. Machines for cutting coal. 
845,429 GUTEHOFFNUNGSHUTTE STERKRADE AG. 

Mine support girders or bars. 

845,714 Coat INpustTry (PATENTS), Limitep. Scraper 
chain conveyors. 

845.727 Dowty MINING EQUIPMENT, LIMITED. Mine 
roof support devices. 

845.890 Mavor & CouLtson, Limitep. Conveyors. 
845.907 WIEMANN, E. W. [trading as MASCHINEN- 
FABRIK, E. WIEMANN]. Hydraulic pitprops. 
845.976 VANWERSCH, L., VANWERSCH, A., and VAN- 
WERSCH, P. Support bar for underground work- 

ings. 

846.007 Horsauer, I., Sesor, G., BeERAN, K., and 
Novak, J. Method of treating walls and seams 
of coal mines for preventing endogenous mine 
fires. 

846,013 Austin Hoy & Company, Limited. Coal- 
cutters and methods of mining coal. 

846,291 WiLMann, E. W. Pitprops. 

846,342 Austin Hoy & Company, Limitep. Coal- 
cutter chains. 

846,385 Coat INDUSTRY (PATENTS), LimiTeD. Liquid 
infusion apparatus. 

846,392 EGGEMANN, W., and CAMPENHAUSEN, VON, 
F. Itrading as ScHwarz Komo.-Ges., H.]. Props, 
more especially pitprops. 

846,412 Austin Hoy & Company, Limited. Coal- 
cutting apparatus. 

845,555 Rosey & Company, LIMITED, and CrompTON, 


LIMITED. 


A. Mechanical brake systems of winding engines, 
haulages, and other rotating machines. 

846,615 WICKMAN. LIMITED, and Smitn, W. G. Picks 
for coal-cutting machines. 

846,709 Becorir GRUBENHAUSBAU G.M.B.H. Pitprops. 

846,730 FIGGEMANN, W., and CAMPENHAUSEN, F., 
Von [trading as Scuwarz Komm.-Ges., H.]. 
Hydraulic mine supporting devices. 

846,756 HAYDEN- NILos, LIMITED. 
machines. 

846,783 EGGEMANN, W., and CAMPENHAUSEN, Von. E. 
[trading as ScHWARZ Komm.-Ges. H.]. Mine 
supports. 

846,895 SarGrove Evectronics, Limitep. Electronic 
indicator system, more particularly for use in 
mines. 


Belt-fastening 


Metallurgy and Engineering 


843,064 UNITED STATES STEEL CORPORATION. Vacuum 
casting apparatus. 

843,098 BritTisH IRON AND STEEL RESEARCH ASSOCIA- 
TION. Ingot casting. 

843,117 FisHer & LupLow, LimiTep. Belt conveyors. 

843,289 British OxYGEN RESEARCH & DEVELOP- 
MENT, Limitep. Manufacture of steel. 

843,349 STEWARTS AND LLoyps, Liwirep. Process of 
and apparatus for making steel. 

843,395 Hepin, Limitep. Heat treatment of metal 
arts. 

843.415 UNITED STATES STEEL CORPORATION. Steel 
for use at elevated temperature. 

843.480 Smitu, J. H. W., and Batpwin, D. T. R. 
Belt conveyors. 

843,584 HERDIECKERHOFF, W. Process for descaling 
hot-worked articles made of nickel-chrome steels. 


843,607 SrRaTEGIC-UDY METALLURGICAL & CHEMICAL 
Processes, Limirep. Process for the separation 
of iron, aluminium, and titanium values from 
materials containing them. 

843,619 RoeBLING’s Sons Corporation, J. A. Appa- 
ratus for heat-treating rapidly moving hot-rolled 
rod. 

843,640 DIAMOND ALKALI ComMPANy. Treatment of 
molten metal. 

843.714 Srora KopparBerGcs BerGosiacs A.B. Method 
of protecting the lining of rotary furnaces for 
treating molten metal. 

843,769 BritTIsH IRON AND STEEL RESEARCH ASSOCIA- 
TION. Remote control by means of electric motors. 

843.890 INLAND Steet Company. Pretreatment of 
iron and steel base single coat vitreous enamel- 
ling. 

844.013 Cameron, R. C. W. Rolled metal sections. 

844,122 Martin Mitter A.G. Method and means for 
the preduction of bilaterally tapered metal strips 
by cold rolling. 

844.189 Vaitak (GREAT Britain), Limitep.  Ingot 
moulds. 

844,227 InsTITUT FRANCAIS DU PETROLE, DES CAR- 
BURANTS ET LUBRIFIANTS. Protection of steel 
from hydrogen damage. 

844,548 Demac A. G. Rotary tilting furnaces. 

844,915 KLOcKNER-HUTTENWeRK Haspe A.G. Open- 
hearth furnace. 

844.932 BritisH IRON AND STEEL RESEARCH ASSOCIA- 
TION. Metal strip tinplate. 
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844.987 ARBED (AcierRiIes REUNIES DE BURBACH- 
EICH-DUDELANGE S.A.). Nozzle for injecting 
powders or granules into a bath of molten metal. 

845,096 UNITED STATES STEEL CorPORATION. Method 
of treating tinplate. 

845.097 UNITED STATES STEEL CORPORATION. Method 
of treating tinplate. 

845,160 Moetter & NEUMANN G.M.B.H. 
mills. 

845,171 WickMAN (SouTH AFRICA) (PROPRIETARY), 
Limirep. Drill-bits for combined rotary and per- 
cussive drilling. 

845,329 DemaG A.G. Tiltable rotary drum furnace 
plant. 

845,336 BATAAFSCHE PETROLEUM MAATSCHAPP) NV. 
DE. Methods of inhibiting corrosion of ferrous 
metal. 

845,402 STEWARTS AND LLoyps, LIMITED. Apparatus 
for measuring the width of metal strip. 

846,031 EisHer & LupLtow, Limitep. Chain con- 
veyors. 

846,078 GENERAL Morors CORPORATION. 
of galvanizing ferrous metal. 

846.140 ARMCO INTERNATIONAL CORPORATION. Stainless 
steel and articles made therefrom. 
846,160 STRACHAN & HENSHAW, LIMITED. 

handling. 

846,284 NorskK-HypDRO-ELEKTRISK KVAELSTO-FAKTIE, 
SELSKAB. Production of sponge iron. 

846.285 ReGIE NATIONALE DES USINES RENAULT. 
Moulds for casting iron under pressure. 


Rolling 


Method 


Wagon 


AEI Twin Drive For New 12-{t. Plate Mill 


A 6,000-H.P. reversing 12-ft. 

plate roughing mill, with 
twin motor drive equipment 
supplied by Associated Elec- 
trical Industries, Limited, heavy 
plant division, has been com- 
missioned at the Appleby- 
Frodingham Steel Company’s 
works at Scunthorpe. The mill 
is designed to reduce slabs 
weighing up to 25,000 lb. down 
to sizes suitable for rolling in 
the 12-ft. plate finishing mill 
commissioned in 1958, the drive 
for which was also supplied by 
AEI. 

The new mill is of conven- 
tional two-high construction, 
with 46-in. dia. rolls directly 
driven by two 3,000-h.p., 40/80 
r.p.m., d.c. motors with a peak 
output of 18,000 h.p. 

The motors are Ward- 
Leonard, controlled from a 
motor generator set comprising 
four 1,600-kW generators driven 
by a 6,000-h.p. induction motor 
through a 32-ton flywheel. The 
set is a duplicate of that used for 
the finishing mill. 


846.466 SVENSKA METALLVERKENS Ucns A.B. Heat- 
treatment furnace for steel ingots. 

846.477 ReGm NATIONALE DES USINES' RENAULT. 
Manufacture of thin iron castings. 

846,768 EminGeR. Z., and Poxorny, R. Heat-resis- 
tant ferrito-pearlitic steel alloy. 


Fuel Treatment and Utilization 


843,503 STAMICARBON N.V. Process for simultaneously 
removing naphthalene and water vapour from 
coke-oven gas. 

843,660 INSTYTUT CHEMICZNEJ PRZEROBKI WEGLA. 
Metallurgical coke production. 

844,326 Koppers Company, Inc. Processes for the 
recovery of ammonia from coke-oven gas. 
844.556 Gtink, A. C. Removal of moisture from 

solid fuels. 

844,596 Koprers G.m.B.H., H. Coke quenching 
towers. 

844,704 STAMICARBON N.V. Process for the carboniza- 
tion of pressure-moulded fuel pieces. 

844,705 Dipier-WerKe A.G. Methods and appa- 
ratus for degasifying fine grain fuels. 

844,752 Coat INDusTRyY (PATENTS), LiMiTED. Methods 
and apparatus for oxidizing coal. 

845,158 KOHLENSCHEIDUNGS G.M.B.H. Coke dry- 
cooling plant. 

846,169 Simon-Carves, Limitep. Means for quench- 
ing carbonized fuel. 

$46,643 ALLIED CHEMICAL CORPORATION. Process and 
apparatus for cooling coke-oven gas. 





THE New 12-FT. REVERSING PLATE ROUGHING MILL AT THE APPLEBY- 
FRODINGHAM STEEL COMPANY'S SCUNTHORPE WorKS. IN THE BACK- 


GROUND ARE THE Two AEI 3,000-H.p. Motors WHICH DRIVE THE MILL 
ROLLS. 
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IRON AND STEEL TRADE 


ROLLING mills producing heavy sections and plate are now mostly fully booked with orders 


which will absorb all material they can turn out until the end of the year. 


For medium 


sections delivery dates already extend into next year and big demands are being made for lighter 
joists and channel. It would therefore appear that the boom is likely to continue for several 
months to come. Heavy demands from engineering and the construction industries indicate a 
widening sphere of capital spending on expansion in a wide range of industries, both as 
regards plant and equipment and also new buildings. 


Pig-iron 

The engineering and speciality foundries producing 
high-duty castings continue to absorb substantial ton- 
nages of the low-phosphorus irons, together with large 
quantities of hematite and some refined irons. All 
these grades are plentiful and makers have no diffi- 
culty in meeting the demand. 

The light foundries supplying castings to the build- 
ing trades are reasonably well employed, as are most 
of the jobbing and textile foundries. The high phos- 
phorus pig-iron chiefly used by these foundries is 
plentiful and producers could even increase present 
deliveries if required to do so. 


Ferro-alloys 


The various grades of ferro-silicon are to be 
increased by varying amounts as from tomorrow (Satur- 
day), but there are no further price alterations at 
present. The metal remains a well supported feature 
of the market. The demand for ferro-chrome is also 
at a good level and calcium silicide is in fair request. 

Ferro-manganese is active, and silico-manganese is 
of moderate interest. Ferro-tungsten is receiving 
steady attention while ferro-vanadium and ferro- 
molybdenum are in active demand. 


Semi-finished Steel 


The continuing good demand for small! bars, light 
sections, and reinforcing rods ensures plenty of work 
for the re-rollers and they are taking up considerable 
quantities of steel semis. Most of them have good 
supplies in stock in the mild steel qualities but there 
is still difficulty in getting hold of sufficient of the 
carbon and alloy steel qualities. 

Work on hand should keep the mills occupied for 
some months ahead, although the amount of fresh 
business is not so heavy as it has been—apart from 
reinforcing bars for which a strong demand is 
maintained. 


Finished Steel 


As many of the rolling mills have practically 
covered for their expected output of sections and 
joists for the remainder of the year, rollings for which 
additional tonnage can be accepted are for u usual 
sizes. All the plate mills are committed for the 
remainder of the year and some have heavy bookings 
already for the first period of 1961. 

A substantial demand for cold reduced sheets con- 
tinues, although there has been a slight recession in 
some quarters. As usual the call for galvanized 
sheets is brisk and the makers of hot rolled sheets 
will be kept busy for some months ahead. The situa- 
tion is much the same for small angles, flats, rounds, 
etc.. but cold rolled strip and good commercial quality 
bright drawn bars are fairly easily obtained. 








Iron-ore Imports 


MPORTS of iron ore and concentrates (except 

chrome iron ore) and roasted iron pyrites in 

August, and the totals for the first eight months of this 
year and last, are shown in the table below. 





Month Eight months 
|} ended | ended 
From Aug. 31. | August 31. 
1960. | 1959. 1960. 
Tons Tons | Tons. 
Sierra Leone s = aid 56,210 470,152 | 530,485 
Canada ‘% - ¥ ..| 630,894 | 1,357,990 | 2,012,643 
Other Commonwealth countries | 
and Eire ae . o. 3,140 17,166 | 22,727 
Sweden . ? ‘ ..| 877,152 | 1,936,001 | 3,106,074 
Norway bi sm se ae 33,126 168,452 | 239,320 
France .... > ; os 59,456 305,288 | 397,409 
Portugal pe és - 33,297 147,001 242,042 
Spain > ; ..| 65,893 | 348,279 | 520,713 
Algeria - os ‘6 ai 185,561 917,124 | 1,396,180 
French West Africa saa - 163,604 | -- 
Tunisia ‘ , 38,580 $43,723 | 619,318 
Morocco (excluding Tangier) ../  86,2i1 247,958 | 583,857 
Liberia she set . | gp460 | 236/663 | 348/942 
Venezuela .. he s i 125,439 829,619 | 1,094,372 
Brazil ok ‘ 7% , 28,099 368,723 424,129 
Other foreign countries .. ta 71,427 112,052 | 473,134 
TOTAL bs 7 .»| 1,819,045 | 7,970,605 (11,012,245 


Dearer Coal Threat to Steel 
Industry 


~ PEAKING at a meeting of Ebbw Vale steelworkers 

last weekend, Mr. Harry Douglass, general secre- 
tary of the Iron and Steei Trades Confederation, stated 
that the National Coal Board’s decision to increase 
the price of coal could be a serious threat to the steel 
industry. 

“We have sold steel over the years based 
on cheap coal. The board’s increase of 6s. 8d. per 
ton on coal to the steelworks is going to make a 
tremendous difference,” he_maintained. 

“On the Continent,” he said, “they are building 
two steel plants near the coast which will use Ameri- 
can coal. This costs 10s. per ton less than we pay 
now and will be 16s. cheaper when the price is in- 
creased. With that 16s. advantage these continental 
plants will make pig-iron at least £1 per ton cheaper 
than we can.” 

Mr. Douglass maintained that the Government 
should pay a coal subsidy as such, and not sanction 
loans which it was virtually impossible for the mining 
industry to repay. 
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Coalfield News 


Owner Killed in Flooded Pit 


PPART-OWNER of Castle Square Colliery (Glam), 

Mr. Iorwerth Purslove (46), was killed in sudden 
flooding at the pit on Saturday. The mine was 
worked under licence from the National Coal Board 
by Mr. Purslove and his brother William, together 
with Mr. Eddie Davies. 

The two brothers were leaving the mine on Saturday 
when a sudden inrush of water overwhelmed them. 
William pulled himself along a haulage rope to the 
surface, but his brother was trapped 150 yds. from the 
entrance. Rescue squads, under the supervision of Mr. 
C. Round, general manager of the No. 9 Area of the 
South-Western Divisional Coal Board, and Mr. 
Vaughan Thomas, who is in charge of sinkings at the 
new pit at Abernant, worked continuously for three 
days pumping water from the pit. Mr. Purslove’s 
body was recovered on Tuesday. 





ToTaL reached by the Six Bells Colliery Disaster 
Fund is now over £85,600. 

OFFICIALS of the National Coal Board have agreed 
to meet a deputation from Caerphilly Urban Council 
to discuss the eviction of ex-miners from NCB houses 
in the area. 

Mr. RoBert RUSSELL, who has been safety officer 
at Kinglassie Colliery (Fife) for the past eight years 
has left to take up an appointment in London. He 
was previously safety officer at Bowhill Colliery. 

PAY AWARD of an extra 15s. 6d. a week for deputies 
of grades 1 and 2 by the National Coal Board has 
been accepted by the men’s union. The increase is 
understood to apply also to overmen and shotfirers. 

Tue old Graigola Fuel Works, Swansea, takes on 
a new lease of life next month, when it will begin 
producing, as a pilot plant, a new smokeless domestic 
fuel in the form of ovoids by methods developed at 
the Coal Research Establishment at Stoke Orchard. 

COAL BORING TOWER used by the NCB to prove coal 
reserves in the Firth of Forth is being dismantled. 
The work programme of the tower was completed a 
year ago and it was recently sold to a salvage com- 
pany. It began operations in 1955 after an initial 
outlay of £150,000. 

IN THE FIRST 37 weeks of the year overall pro- 
ductivity in the Durham Divisional Coal Board reached 
21.87 cwt. per manshift, compared with 21.33 cwt. 
per manshift in the same period of 1959. Productivity 
at the face averaged 64.40 cwt. per manshift, against 
62.48 cwt. per manshift last year. 

Two MINERS died and a third escaped in a fall of 
earth and rubble at the coal face in Parkhall Colliery, 
Stoke-on-Trent, last Friday. Those killed were Mr. 
Graham Mellor (19), a colliery packer, and Mr. John 
Thomas Steele (22), packer. Mr. Geoffrey Hallam (21) 
escaped with slight injuries and shock. 

INVESTIGATIONS into the drying up of several streams 
in West Monmouthshire are to be carried out by 
experts from the National Coal Board, and officials of 
the National Farmers’ Union and the Ministry of 
Agriculture. It has been suggested that underground 
coal workings may be the cause of the trouble. 

EXPORTS OF COAL and coke to home and foreign 
destinations from the South Wales ports last week 
totalled 43,982 tons, compared with 45,232 tons the 
previous week, and 46,504 tons in the corresponding 
period last year. Shipments from the various ports in 
the week ended September 25 (corresponding 1959 


figures in parentheses) were:—Newport 9,065 (8,031) 
tons, Cardiff 8,026 (8,703) tons, Penarth 1,706 (3,256) 
tons, Barry 7,370 (8,381) tons, Port Talbot 307 (297) 
tons, Swansea 17,508 (17,836) tons. 

DERBYSHIRE AREA of the National Union of Mine- 
workers rejected on Friday a suggestion from Oxcroft 
that miners should be given free pit helmets in addi- 
tion to the one they get when they are first employed. 
Mr. Bert Wynn, Area secretary commented: “Men 
would queue up for a free helmet every other week.” 

OVERTIME ban as a protest against wage rates was 
recommended to 10,000 craftsmen and apprentices at 
Scottish collieries by the executive committee of the 
Scottish Colliery Enginemen, Boilermen, and Trades- 
men’s Association at Glasgow last week. The recom- 
mendation was accepted by delegates to a_ special 
conference there, and the 55 branches are to discuss 
it and report to the association before October 5. 

SIX FORMER miners living on the West Midlands 
Divisional Coal Board’s housing estate at Hurley and 
Dordon (Staffs) must leave their houses because they 
have stopped working in the pits. Employment in the 
mines is a condition of tenancy. Final orders for 
possession forthwith, suspended for two months on 
payment of the current rent, were made last Friday 
at Tamworth County Court. 

SEVEN MINERS with a total of more than 350 years’ 
service between them in the pit received long service 
certificates at an old folks’ party given by Hanley 
Deep Pit Welfare Society in Stoke on Tuesday. They 
were presented by Mr. H. J. Widdowson, general 
manager of the North Staffordshire Area, West 
Midland Divisional Coal Board. 

Tue sopy of Mr. George Logan (53), a miner at 
Frances Colliery (Fife), who was trapped in an under- 
ground fall in the Chemiss section of the pit, was 
brought to the surface on Saturday. A spokesman 
for the NCB said that it was obvious that Mr. Logan 
had been killed instantly. Four men were trapped 
in the fall. Two were rescued on Wednesday and 
later the body of Mr. Duncan Shields (29), acting 
undermanager at the colliery, was recovered. 

PRIVATE open-cast working in Derbyshire has been 
almost abandoned, and since January no proposa!s 
to open up new sites have been made by the NCB. 
The annual report of the County planning officer, 
Mr. Maurice Hellier, published on Monday, states that 
sites already in use by the NCB were being gradually 
restored. “It is hoped that this marks the end of 
the open-cast programme, which has devastated such 
large areas of land in Derbyshire,” Mr. Hellier 
comments. 

SCHOOLS, employment exchanges, and youth employ- 
ment offices in the No. 5 (Rhymney) Area of the 
South-Western Divisional Coal Board are being visited 
by staff managers and training officers in an all-out 
recruiting drive. At the present rate of intake it 
seems unlikely that the Area’s target of 2,000 men 
by 1965 will be reached. Over 440 men left the pits 
in the first four months of the year under the com- 
pulsory retirement ruling and the board is having to 
employ contractors to carry out development work 
since all available men are engaged on production. 





Apa (HALIFAX), LimrreED—An open letter from the 
shareholders’ committee has asked holders to support 
three aims of the committee. They are to reject the 
present offer by Philips Electrical Industries, Limited, 
as being inadequate, to inquire as to how the present 
unsatisfactory position of the company has arisen, and 
to convene a meeting in order to obtain the explana- 
tions of the directors. 
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THE COAL TRADE 


MERCHANTS have no chance of sitting back and surveying the scene or even planning for 

more than the immediate future. When they have sorted out customers’ entitlement to 
pre-increase price coal there is the mounting pile of orders flooding in to beat the seasonal price 
change. It is too much to say that almost anything can be sold at the present time—there is still 
a considerable amount of discrimination by purchasers, but if the steady drain on stocks con- 
tinues and there is not a very much better opportunity of re-stocking, the situation might present 


a much more serious aspect. 
WEST MIDLANDS 


Announcement of higher prices for house coal has 
increased pressure for supplies to a record level. The 
most acute supply difficulty is in respect of best coal. 
Selected coals and large cobbles in the better grades 
are well below the market requirement, and orders 
in hand will take many weeks to execute. Moderately 
priced descriptions are more plentiful, while house nuts 
can be obtained fairly easily. Collieries have picked 
up considerable tonnages from stocks to meet the 
situation, while merchants’ depot stocks have also been 
well eaten into. The pressure for supplies of manu- 
factured fuels is maintained, with delivery now subject 
to moderate delay. 

Fuels for the central heating market are now difficult 
to obtain promptly. Anthracite coals are a big head- 
ache, as are stove nuts and beans. Dry steam nuts are 
almost as tight, and fuels for heat storage cookers 
are now subject to several days’ delay. There has been 
an upsurge in the demand for coke; hard coke nuts 
are not too difficult to get, but delivery delays on the 
railway are now more serious. More business is being 
done in gas coke. 

Supplies of industrial qualities are in keeping with 
contract arrangements, and stocks on hand at manu- 
facturing premises are at about the level expected. 
Supplies for the public services are satisfactory and 
stocks are adequate to meet the usual winter difficulties. 

A little hesitancy on the part of buyers of hard coke 
has developed. Blast-furnace coke is strong, but this 
is not the case in general engineering qualities. 
Foundrymen are fairly full engaged, but there is a 
tendency to restrict the intake of foundry coke to 
current consumption. 


Fire Training Urged for all Miners 


LL miners working below the surface should be 
trained in fire-fighting, maintained Mr. Harold 
Twist, superintendent of Northumberland and Durham 
NCB rescue brigade. “Every fire underground is a 
potential killer, and so must be tackled in its early 
stages,” he told his audience at a fire-fighting and Civil 
Defence competition at Washington. 


There was, Mr. Twist said, an encouraging increase 
in the number of pitmen who, aware of the increasing 
danger caused by the use of more machinery under- 
ground, were prepared to devote some of their leisure 
time to being trained in fire-fighting. 

Principal prize winners were as follow: Civil Defence: 
Rescue section, Brancepeth; Warden section, Langley 
Park: Divisional challenge shield, No. 5 Area. Fire- 
fighting section: Surface team, Beamish Mary; Under- 
ground team, Hylton. Individual performance: Surface, 
W. Heslop (Stargate); Underground, H. Alderson (Pit 
Housz); Divisional challenge shield, No. 1. Area. 


4,000,000-ton Rise in Coal 
Consumption 


ONSUMPTION of coal so far this year is running 
at over 4,000,000 tons more than in the corre- 
sponding period of 1959. Practically all consumers, 
including householders, are maintaining their 1959 
level of consumption. The electricity industry accounts 
for well over 2,000,000 tons of the extra consumption, 
while there is an increase of 2,000,000 tons by the 
coke ovens. Exports, too, have increased by no less 
than 28.4 per cent. over the comparable period of 
1959. 

There were 589,800 wage-earners on colliery books 
on September 17, against 648,000 on September 19, 
1959, the numbers engaged at the coal face being 
223,900 and 251,500 respectively. Total absenteeism 
(all workers) in the week ended September 17 was 
14.88 per cent. compared with 14.93 per cent. in the 
week ended September 19, 1959. Output at the face 
was 3.945 tons and overall 1.387 in the week ended 
September 17, compared with 3.725 and 1.345 tons 
in the week ended September 19. 

The following table gives (in tons) the output of 
saleable mined coal by division in the week ended 
September 24, and the tonnage lost through all causes 
(holidays, disputes, and go-slows):- 








Week ended September 24 Week ended 
1960. September 26, 
Division 1959. 
Total output Tonnage lost Total output 
Scottish 325,200 25,900 342,300 
Northern (N&C) 245,800 256,900 
Durham 466,900 466,700 
North-Eastern 814,700 8,000 865,800 
N-rth-Western 258,600 900 279,900 
Kast Midlands 858,900 8,600 901,700 
West Midlands 270,400 1,500 303,700 
South Western 377,700 9,000 383,100 
South-Eastern 29,700 34,000 
Great Britain 
Deep-mined coal. 3,647,900 53,900 3,834,100 
Other deep-mined 
(including lic- 
ensed mines) . 40,200 58,300 
Open-cast coal 137.200 - 192,200 
TOTAL 3,825,300 53,900 4,084,600 


CANADA'S STEEL INDUSTRY is showing greater firm- 
ness. The rate of production has risen to 84.7 per cent. 
of capacity, 81.8 per cent. for the most recent com- 
parable week. The tone reflects the tendency for con- 
sumers to replenish stocks. 
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Obituary 


MR. W. H. A. ROBERTSON 


THE death has occurred of Mr. Walter Henry 
Antonio Robertson at the age of 79. He was 
the founder of W. H. A. Robertson & Company, 
Limited, the rolling mill and metal machinery 
manufacturers, of Bedford. Mr. Robertson was 
educated at St. Paul’s School and at the age of 
17 became a premium pupil with Maudslay Sons 
& Field, Limited. He was later employed by the 
Sturtevant Engineering Company, Limited, W. H. 
Allen Sons & Company, Limited, and as chief 
engineer by the Elliott Metal Company, Limited. 

In 1907 Mr. Robertson founded his own com- 
pany and remained actively interested in its manage- 
ment until 1954 when he relinquished his executive 
duties, while remaining on the board. The com- 
pany is now a member of the Tube Investment, 
Limited, group. 

Mr. Robertson was a member of the Institution 
of Mechanical Engineering, the Iron and Steel 
Institute, and the Junior Institution of Engineers, 
and a life member of the Institute of Metals, of 
which he was a founder. 





SIR CECIL COCHRANE 


THE death occurred last Friday at his home in 

Gosforth, Newcastle-upon-Tyne, of Sir Cecil 
Cochrane, former chairman of Cochrane & Com- 
pany, Limited, ironfounders, of Middlesbrough, 
and for many years a leading figure in educational 
and industrial life in the North of England. He 
was 91. Sir Cecil, who was Liberal MP for South 
Shields from 1916 to 1918, was born at Seghill 
(Northumberland) and educated at Sherborne 
School, and Christ Church, Oxford. In addition 
to his chairmanship of Cochrane & Company, 
he also held directorships with several colliery 
companies. 

In 1908 he gave £5,000 to Armstrong (now 
King’s) College endowment fund to found a chair 
of metallurgy, and later he gave a further £2,500 
to equip the engineering and hydraulic depart- 
ment. He had the honorary degree of Doctor of 
Common Law conferred on him by the University 
of Durham. 

The death has occurred of Mr. DonaLp JoHN 
Humpace, founder and managing director of the 
Beacon Tool & Gauge Company, Limited, Birmingham. 
He was 42. 

Mr. LAURENCE S. KING, for many years manager of 
the coastwise shipping department of Harrisons 
(London), Limited, died on Saturday. He joined the 
firm in 1922. 

Mr. STEWART HAMILTON, senior partner in Hamilton 
Bros., ship repairers and engineers, of Buckie, Scot- 
land, has died at the age of 73. He was a co-founder 
of the partnership with his brothers, Mr. William 
Hamilton and Mr. John Hamilton, in 1920. 

The death has occurred of Mr. FREDERICK A. 
GEORGE, managing director of William Dickinson & 
Company, Limited, iron and steel importers and ex- 
porters, of Newcastle-upon-Tyne. He was 65. Mr. 


George, who was a former chairman of the North of 
England Shipowners’ Association, was a member of 
the Tyne Improvement Commission from 1944 and was 
vice-chairman in 1957. 


Mr. NorMan Joseru Bootn, head of the chemistry 
and metallurgy department at Chesterfield College of 
Technology, has died at the age of 58. Before taking 
up his teaching appointment, Mr. Booth was engaged 
in a Lancashire mining and by-product industry. 


Mr. HENRY PULLAN, technical manager of Wilsons & 
Mathiesons, Limited, ironfounders and gas _ stove 
makers, of Leeds, a subsidiary of Radiation, Limited, 
has died. A graduate of Leeds University, he had 
been associated with the company for more than 
30 years. 


Mr. WILLIAM SAMUEL BARROW, who retired 20 years 
ago as works accountant at the Stockbridge, near 
Sheffield, steelworks of Samuel Fox & Company, 
Limited, branch of the United Steel Companies, 
Limited, has died aged 87. He held the post of works 
accountant with the firm for 20 years. 


Mr. WILLIAM H. Park, a former director of Harland 
& Wolff, Limited, shipbuilders and marine engineers, 
of Belfast, died last week at the age of 74. He 
began his career with the firm as a fitter in 1907. 
In 1937 he became manager of the Victoria yard and 
later took control of the Queen’s and Abercorn yards. 
He was appointed a director in 1953. 


The death has occurred of Mr. Epwarp THOMAS 
WHITAKER BarNES, divisional manufacturing manager 
of the electronics apparatus division in Leicester of 
Associated Electrical Industries, Limited. Mr. Barnes, 
who was 54, served as a college apprentice with 
Metropolitan-Vickers Electrical Company, Limited, 
Manchester, which he joined in 1930. 


Mr. W. RANDALL THEG, chairman and managing 
director of W. Randall Theg, Limited, handtruck 
makers, of Glasgow, has died at the age of 64. A 
native of Boston, USA, he settled in this country in 
1920 and later founded his own factory in London 
to manufacture bar-lift carriers. The works having 
been destroyed during the war he moved to Glasgow. 





ICI Half-year Profits Rise 


ROUP net income of Imperial Chemical Industries. 
Limited, rose to £27,600,000 in the first half of 
1960, compared with £20,023.000 in the corresponding 
period of 1959, and the interim dividend is increased 
from 9d. to Is. 3d. per £1 unit. A total of 2s. 3d. 
per unit was paid for 1959. Group sales for the period 
rose from £250.000,000 to £288,000.000. The full 
year’s total for 1959 was £509,000.000. 

The directors state that the increase in the volume 
of sales to customers at home is due to the higher 
level of industrial activity in 1959 and early 1960. 
Home selling prices of the company’s main products 
in the first half of 1960 were on average 2 per cent. 
lower than in the first half of 1959. Export sales also 
increased, the f.o.b. value of ICI exports from the 
UK for the first half of 1960 being £47,300,000, com- 
pared with £41,300,000 for the first half and 
£46.200.000 for the second half of 1959. 

Throughout the first half of 1960 most plants were 
operating at high outputs, generally close to full 
capacity. The company is to repay the £20,000,000 
4 per cent. unsecured loan stock maturing December 
31, 1960, from existing cash resources. 








y~s A 


oe bee eet . 9 Oe 








IRON AND COAL 


SEPTEMBER 30, 1960 TRADES 


REVIEW 751 





COMPANY NEWS 


Joun Hore & Company, Limitep, Bellshill (Lanark- 
shire)}—The company has changed its name to Hope 
Hydraulics, Limited. Mr. John Campbell remains as 
chairman and managing director. 

EXPANDED METAL COMPANY, LIMITED—As a con- 
sideration for the purchase of certain patent rights, 
the Penn Metal Company, Inc., has been allotted 
12,500 5s. ordinary shares. 

MIDLAND INDUSTRIES, LimireED—Group net profit for 
the year ended June 30, 1960, fell from £68,027 to 
£53,472. after tax of £55,000 (£66,812). The dividend 
is raised from the equivalent of 6.03d. to 7d. per Is. 
share, with a final of 44d. per share. 

Scottish CaBLes (SouTH AFRICA), LimMiTeED—Net 
profit improved from £73,836 to £107,833, after tax 
of £47,000 (£32,000). The dividend of 12} per cent. 
restores the 24 per cent. cut made last year. Scottish 
Cables, Limited, Scotland, owns almost half of the 
capital of the South African company. ; 

FAIRBAIRN LAWSON COMBE BarBour, LIMITED, textile 
machinery and machine tool ma*ufacturers, of Leeds 
There was an operating loss of £52,962 for the year to 
March 31, 1960, compared with a deficit of £204,108 
for the previous year. No dividends are recommended, 
as before. 

BiruRCATED & TUBULAR RiveT Company, LIMITED— 
Following the decision to discontinue tax-free pay- 
ments. the interim dividend, less tax, on account of 
1960 is 84 per cent., which is eaual to 5.2 per cent., 
tax free, against the 5 per cent., tax free, paid a year 
ago. A one-for-one scrip issue and capitalization of 
£700,000 of the reserve are now proposed. 

RicHArRD Bros. & Sons, LimiTep, manufacturers 
of hand tools and cutlery, of Sheffield—A one-for-one 
scrip issue is proposed and this will necessitate capi- 
talizing £150.150 of the general reserve, which now 
stands at £260,350 (£240,350). Mr. Paul Richartz, 
chairman, says that it is most difficult to forecast 
the future as political unrest in some parts of the 
world has influenced trading conditions. 

ADAMANT & WESTERN’ ENGINEERING COMPANY, 
LIMITED, engineers. jig and steering gear manufac- 
turers, of Luton (Beds)—Dividend is raised by 4 per 
cent. to 12 per cent. for the year to June 30, 1960, 
with a final of 8 per cent. This restores the rate in 
force prior to the 4 ver cent. cut in 1957-58. Group 
net profit, after tax of £200,883 (£71,126), was £183,514 
(£103,230). 

Acrow (ENGINEERS), LimiTED—Final dividend of 124 
per cent. makes 474 per cent. for the year ended 
March 31, 1960, compared with the equivalent of 37; 
per cent., adjusting for a one-for-seven scrip issue. A 
further one-for-10 scrip issue of ordinary “A” shares 
is proposed to holders of these shares. Group net 
profit for the year fell from £309,005 to £303,461, 
after an undisclosed tax charge. 

SCAFFOLDING GREAT BRITAIN (HOLDINGS), LIMITED 
Interim dividend of 74 (5) per cent. is intended to 
reduce the difference between the interim and final 
dividends and should not be taken as an indication 
that the total dividend for the year will be increased. 
However, the directors state that as far as they can 
see at present, they expect the profit for the current 
financial year to be no less than last year. 

THos. FirtH & JoHN Brown, LimiTED—A new 
private subsidiary has been formed under the name of 
Firth Brown, Limited, with a capital of £100, to acquire 


such part of the undertaking and assets of Thos. Firth 
& John Brown as comprises the manufacture of and 
dealing in steel ingots and a wide range of rolled, 
forged, and cast products, etc. In part this has been 
done to safeguard the name and it is not gt present 
intended that the company should trade. 

BaRROW BARNSLEY (HOLDINGS), LimiTED (formerly 
Barrow Barnsley Main Collieries, Limited)—It is 
proposed to amalgamate the Barnsley District Coking 
Company, Limited, which is controlled by the Barnsley 
District Investment Company, Limited, in which the 
company holds a two thirds interest, with the Womb- 
well Coke & By-products Company, Limited, which 
holds the other third. An exchange of shares is pro- 
posed following which the company will hold all the 
interest in the subsidiaries. 

WILLIAMS & WILLIAMS, LIMITED, metal window 
manufacturers, etc., of Chester—Net loss of £385.814 
was incurred in the year ended April 30, 1960, and 
no preference or ordinary dividend is recommended 
The chairman, Mr. S. R. Hogg, states that bad and 
inattentive management contributed very materially to 
the unsatisfactory trading results. The board of the 
company has been reorganized and a loan of £500,000 
has been secured from the bank and should, Mr. Hogg 
states, be repaid by mid-1964. 

CrossLey Bros., LIMITED, diesel locomotive, marine, 
and gas engine manufacturers, of Openshaw, Man- 
chester—Dividend of 5 per cent. is being paid for the 
year to April 30, 1960, against a total of 12 per cent. 
for 1958-59. Group trading profit fell from £344,306 
to £177,639 and the net profit is down from £94,615 
to £14,811, after tax of £1,230 (£71,507). As fore- 
shadowed in the statement issued in April, the com- 
pany has felt the full effect of the recession in ship- 
ping and shipbuilding in the year. 

Expert Toot & Case HARDENING ComPANY, LIMITED 
—In view of the groun’s severely restricted cash re- 
sources, the chairman, Mr. S. H. Newman, states that 
it would be unwise to make a firm forecast of the final 
outcome of trading for 1960. However, the trend of 
incoming business is encouraging and if this continues 
“profits should not be far away.” In 1959 the group 
loss was £41,856 (loss £33,271) and no dividend was 
paid on the preference shares which are now in arrears 
from July 1, 1958, to the sum of £14,625 eross. 

HuGH Woop & Company. Limitep, colliery equip- 
ment manufacturers, of London, E.C.2—Dealings 
started yesterday (Thursday) on the London and New- 
castle-upon-Tvne Stock Exchanges in the issued capital 
comprising £600,000 in 7 per cent. redeemable cumu- 
lative preference £1 shares and £900,000 in ordinary 5s. 
shares. Of the preference, 50 per cent. is being placed, 
and 26 per cent of the ordinary. After the placings, 
the Wood family will own 64 per cent. of the ordinary 
capital, thus retaining voting control of the business. 

BeL_t’s Asspestos & “ENGINEERING (HOLDINGS), 
LimMITeD—A rights issue is planned to raise approxi- 
mately £1,000,000 to repay bank overdrafts and provide 
finance for the continuing requirements of the group. 
The price and number of shares issued will be deter- 
mined later. The shares comprising the rights issue 
will not participate in the maintained interim dividend 
of 74 per cent. now declared. The directors expect the 
profits for the current financial year to exceed those 
of 1959, when dividends totalling 20 per cent. were 
paid. 
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Appointments New History of Cutlers 


New Secretary of NCB’s 


North-Western Division 


NEw secretary of the North-Western Divisional Coal 

Board is the former deputy secretary of the West 
Midlands Divisional Coal Board, Mr. E. K. WATER- 
House. Aged 50, he was educated at Birkenhead 
Institute and Liverpool University and began his busi- 
ness career in insurance, becoming a Fellow of the 
Chartered Insurance Institute. 

Mr. Waterhouse joined the National Coal Board in 
1947 at its London headquarters and transferred to 
the Midlands in 1952. He was called to the Bar in 
1938 and during his service with the board has qualified 
as a solicitor. 


Mr. Victor Nasu has been appointed secretary of 
the Metal Closures, Limited, group, West Bromwich 
(Staffs). 2 

Deputy general manager of the Butterley Company, 
Limited, Derby, Mr. STANLEY CASTLEDINE, has been 
appointed general manager of the engineering depart- 
ment. 

Mr. J. C. KiNG has been appointed manager of the 
aircraft equipment division of the English Electric 
Company, Limited. Mr. J. C. Rivett, chief engineer 
of the division since 1955, becomes its deputy manager. 

BTR Industries, Limited, has appointed Mr. J. A. 
HARDMAN as general manager of the belting division. 
Mr. D. J. Hopcson has been made controller of 
research, and Mr. L. W. Ropway manager of market 
research and development. 

Mr. T. NANCARROW has been appointed works 
manager of Armstrong Whitworth (Pneumatic Tools), 
Limited, Tynemouth (Northumberland). He was 
formerly works manager of Steel Engineering Products, 
Limited, mechanical handling equipment makers, of 
Sunderland. 

Purchasing manager of the Banner Lane plant of 
Massey-Ferguson, Limited, Mr. G. E. Dix, has been 
appointed general purchasing manager, UK operations. 
He will be responsible for developing and co-ordinat- 
ing overall purchasing policies for the separate pur- 
chasing activities in the UK. He is succeeded by Mr. 
D. W. STEVENS. 

Mr. SAMUEL LANGLANDS, yard manager of Richard 
Dunston, Limited, ship builders and repairers, of 
Thorne (Yorks), has been appointed yard manager of 
the associated company, Henry Scarr, Limited, Hessle 
(Yorks). He joined Richard Dunston 12 years ago 
from Scottish shipyards and has been yard manager 
for the past five years. 

Following the acquisition of Watts Metal Industries, 
Limited, Lydney (Glos), by Allied Ironfounders, 
Limited, new appointments have been made at Watts’. 
Mr. J. L. BALL becomes general manager, with overall 
responsibility for all activities at Lydney, and Mr. 
T. A. HAMBLETT is works manager. In the industrial 
boiler division, Mr. A. M. McKittop has been ap- 
pointed sales manager and Mr. C. E. EDGE, service 
manager. Sales and service for Watts’ domestic boilers 
will be handled through the domestic appliance divi- 
sion of Allied Ironfounders. 





R. D. Nico, & Company, Limirep—Mr. J. S. Ridges 
has joined the board of the company, a member of 
the Staveley Coal & Iron Company, Limited, group. 


Company 


Frirry years’ history of the Cutlers Company is 
to be published. This was announced by Mr. 
P. J. C. Bovill, managing director of Newton, Cham- 
bers & Company, Limited, and Master Cutler, at the 
annual Forfeit Feast of the Cutlers Company in Shef- 
field last Friday. He was referring to Dr. L. du Garde 
Peach’s “ History of the Cutlers Company of Hallam- 
shire in the County of York from 1905 to 1955.” 

The history of the company up to the beginning 
of the 20th century was written by an author named 
Leader. Dr. Peach said he hoped his, perhaps, “ more 
fluent work,” although it may be less scholarly, may 
be more widely read. 

Dr. Peach proposing the toast to the guests, recalled 
from his own work some earlier events in the com- 
pany’s history. He recollected when the Feast had to 
be abandoned because all funds had been used to 
bail out the current Master Cutler; he also recalled 
the Feast that cost 6s., and one in 1700 that cost 
£2 10s. There was also a story of a visiting Indian 
potentate whose entertainment cost the company 2s. 6d.; 
they gave him 10s. to amuse himself. 


Engineering Employers Face 
Big Pay Claim 


MPLOYERS’ reply to the demand made on 

Wednesday by the Confederation of Shipbuilding 

and Engineering Unions for an extra £1 a week for 

all engineering workers is expected to be made in the 
middle of November. 

The claim was presented by Mr. W. J. Carron, 
president of the Amalgamated Engineering Union and 
chairman of the confederation’s engineering sub- 
committee, who said that the retail prices index had 
risen two points since the engineering workers’ last 
increase. The industry had expanded and production 
had probably increased more than in any similar 
period in the past. He laid particular emphasis on the 
claim for higher pay for women. 

If the employers granted the claim in full it could cost 
the industry something like £150,000,000 a year. 


Counter-bid for Hardypick 
Withdrawn 


i view of the announcement on behalf of Laycock 

Engineering, Limited, to the shareholders of Hardy- 
pick, Limited, Sheffield engineers and manufacturers 
of mining tools, that its offer was unconditional, the 
independent party mentioned in the chairman’s letter 
to Hardypick holders has notified the board that it is 
not prepared to carry its inquiries any further. 


The Hardypick directors have announced that 
further negotiations are being conducted with Laycock 
and that pending the results of these talks shareholders 
are strongly advised to take no action. This is par- 
ticularly so in view of the fact that they have been 
authorized by Laycock to state that in the event of the 
talks being inconclusive the present offer will remain 
open for further acceptances. 
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NEWS IN BRIEF 


FURTHER large blast furnace is to be erected at the 
Oberhausen steelworks of Hiittenwerke Oberhausen, 
AG, the West German steelmakers. The furnace is 
expected to be operating in two years. i 

STEEL PRODUCTION in the United States this week is 
estimated by the US Iron and Steel Institute at 1,545,000 
tons, compared with 1,547,000 tons (revised) last week 
and 362,000 tons in the corresponding week of last 

ear. 

. CENSUS OF DISTRIBUTION is to be taken by the Board 
of Trade relating to trade done in 1961. It will not 
cover traders engaged only in wholesale distribution or 
retailers selling og d coal or other solid fuels, timber, 
or building materials. 

Memsers of the Yorkshire divisiona! council of the 
National Society for Ciean Air visited the Park 
Foundry works of Radiation, Limited, recently to 
inspect the company’s range of smokeless solid fuel 
fires and room heaters. 

UNDER A CONTRACT signed between the Indian State 
Government of West Bengai and Ingra, the Yugoslav 
export co-operative, Yugoslav equipment worth 
Rs. 60,000,000 (£4,500,000) is to be purchased for 
the coking plant at the Durgapur steelworks. 

TOTAL MARKETABLE production of coal in the Union 
of South Africa in July—at 3,700,000 tons—was the 
same as in July of last year. The same quantity of 
coal, valued at £2,400,000, was sold during the month 

a slight improvement on the July, 1959 figures. 

AFTER NEGOTIATIONS which have lasted over the past 
year, the Italian Innocenti group has received an order 
for the building of a steel rolling mill on the River 
Orinoco in Venezuela. The original combined price 
for the plant of US $285,000,000 has now been reduced 
to $250,000,000. 

WHAT IS CLAIMED to be the first plant for the mass 
production of spiral-welded tubes is to be added to 
the plans for the new iron and steel complex being 
constructed at Kosice, in the east Slovakian region 
of Czechoslovakia. The plant will have an annual 
capacity of 400,000 metric tons. 

CONTRACTORS PLANT division of C. H. Johnson 
(Machinery), Limited, Stockport (Ches), has appointed 
the following spares and service agents: G. S. Amos 
& Company, Limited, Sutton Coldfield; Marshall 
Branson, Limited, Blaydon-on-Tyne; and George Smith 
(Compressors), Limited, Glasgow, S.W.1. 

ARRANGEMENTS have been made by the Council of 
the Institution of Electrical Engineers for a memorial 
service to the late Sir Arthur Fleming, honorary 
member, Faraday Medallist, and past president of the 
institution, to be held at 12 noon on October 4, at 
the Queen’s Chapel of the Savoy, London. 

LicENCE has been acquired by the Drypool Engineer- 
ing & Drydock Company, Limited, Hull, for the con- 
struction in the UK of the engine of the Appinge- 
dammer Bronsmotorenfabriek Appingedam, Holland, 
makers of ships’ and stationary oil engines, which will 
be marketed under the name cf Drypool-Brons. 

REORGANIZATION and replanning by Williams & 
Williams, Limited, metal windows and door manu- 
facturers, of Chester, has meant the closing down of 
the main works at Hamilton (Lanarkshire) of its sub- 
sidiary, Standard Maclean, Limited, and the transfer 
of its business to a new factory at East Kilbride. 

RESIDENTIAL executive course on “The Design of 
Industrial Experiments” is to be held by Birmingham 


University from October 31 to November 11 at the 
Institute for Engineering Production. The course will 
cover the theory of experimental design from basic 
principles to analysis and interpretation of results. 

NUMBER of persons registered as unemployed in 
Britain on September 12 was 305,176, of whom 297,955 
were wholly unemployed and 7,221 temporarily. In 
proportion to the estimated number of employees, 
unemployment in September was 1.4 per cent., against 
1.4 per cent. in August, and 1.9 per cent. in September, 
1959. 

NEW ROLLING MILL for fine steel is to be brought into 
commission at the Jamshedpur plant of the Tata Iron 
& Steel Company, Limited, in India. The mill was 
supplied by Schloemann, AG, of Dusseldorf, at a cost 
of over £3,000,000 and incorporates special electrical 
and electronic fittings by the Swiss company, Brown 
Boveri Cie. 

THe DUKE OF EDINBURGH is to address the first of 
a series of private luncheon meetings for members 
of the National Union of Manufacturers on November 
10 at the Merchant Taylors’ Hall, London. Eminent 
authorities will speak on the main problems facing 
industry at subsequent meetings in London and pro- 
vincial cities. 

IT IS REPORTED that scientists of the Henningsdorf 
Iron Research Institute in East Germany have developed 
three new high-temperature refined steel types. The 
steels, which are to be used mainly in the construction 
of high-capacity gas turbines, are for operating at 
temperatures between 600 and 800 deg. C., and are 
already being produced at the Frietal and Groeditz 
steelworks in East Germany. 

NEw direct injection diesel engine for seven and 
eight ton trucks and passenger coaches has been 
announced by Perkins Engines, Limited. It is called 
the Six 354 and is a six-cylinder 354 cu. in. unit 
developing 112 b.h.p. at the governed speed of 2,800 
r.p.m. It is the first direct injection vehicle to be 
made by the company and is the most powerful trans- 
port engine at present produced by the group. 

TWENTY-SIXTH annual conference of the Institute of 
Vitreous Enamellers is being held this week in Birming- 
ham, the birthplace of the institute. It was during 
the British Industries Fair in the city in 1934 that it 
was decided to set up a technical advisory organiza- 
tion to serve the industry, of which Birmingham has 
been the centre. Some 300 members of the institute 
are attending the conference, which is combined with 
a three-day fair. 

NEW WAREHOUSE sales and servicing centre and 
offices for Griffin & George, Limited, laboratory 
furnishers and manufacturers of scientific apparatus, 
of Alperton (Middx), were opened by the firm’s chair- 
man, Mr. K. G. Sinclair, last week at East Kilbride. 
The new premises unite the two former Scottish 
centres in Edinburgh and Glasgow. The branch 
manager is Mr. R. Carrington, and Mr. James Baxter 
is field sales manager. 

FOR ADMINISTRATIVE reasons the Armstrong Whit- 
worth (Metal Industries), Limited, subsidiary, Jarrow 
Metal Industries, Limited, iron and steel founders, will 
cease to exist under that name from today (Friday). 
The steel foundry at Western Road Works, Jarrow, 
will however continue to operate under the name of 
the parent company, and production and personnel 
are unaffected. Jarrow Metal Industries has been in 
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existence for 23 years and in that time has produced Orders Placed 
steel castings of every description for industries all  ———— 


over the world. 

SHUT DOWN of one of its Arvida works is announced 
by the Aluminum Company of Canada, Limited. This 
is the first cut in production since the company in- 
creased its output rate to 690,000 tons early this year 
to build up inventories to meet oversea demand. 
Alcan stated that although international sales con- 
tinued good, the curtailment had been made necessary 
by the weak North American demand. The closure 
will mean the loss of only 17,000 tons a year. 

Memeers of the Sheffield and district branch of the 
Institute of Welding visited the works of Newton, 
Chambers & Company, Limited, Thorncliffe, near 
Sheffield, on Monday at the invitation of their chair- 
man, Mr. S. B. Rippon, who is general sales manager 
of the engineering division of Newton, Chambers. Mr. 
Rippon is in America on business and the party was 
welcomed by Mr. F. Whitehouse, the general works 
manager, and later addressed by Mr. W. J. Colton, 
chief metallurgist. 

RoyAL COMMISSION investigating the Canadian coal 
industry recommended on Monday that the Federal 
Government should pay direct subsidies—estimated at 
about $14,500,000 a year—to help the industry over 
the next 10 years. Two subsidies were recommended 
to replace transport subventions—a basic subsidy to 
enable existing coal mines to maintain “at least 
skeleton operations,” and a social subsidy to provide 
protection for coal towns in the Maritime Provinces 
which are threatened with abrupt collapse. 

Jury at a Middlesbrough inquest, after hearing 
that a man was killed when a 2-ton steel 
ingot mould fell on him from the top of another 
mould, recommended that the moulds should not be 
put on top of each other. A verdict of Accidental 
Death was returned on Mr. Ralph Hartley (59), a 
mould clerk, employed at the Acklam steelworks of 
Dorman, Long & Company, Limited, Middlesbrough. 
It was stated that he was hoisting himself up on to 
a mould to look into it when it tipped over on top 
of him. 


Law Report 


MINERS’ LIVES IN JEOPARDY 


IVES of more than 2,000 miners at Markham Main 
Colliery, Armthorpe, near Doncaster, were 
“placed in dire jeopardy ” by the action of two youths, 
said Chief Inspector S. C. Mogg at Doncaster 
Magistrates’ Court on Tuesday. He said the youths 
stole brass fittings from underground fire-fighting 
equipment, making it useless. 

One of the youths, Barry Rodgers (17), haulage hand, 
was fined £25 and put on probation for two years for 
stealing fittings worth £14 8s. 6d. Harold Tolson (19), 
haulage hand, was sent for trial to the Quarter Sessions 
charged with stealing fittings worth £57 9s. 3d. 








CHARGED WITH stealing two tons of pig-iron worth 
£40, the prorerty of Steel, Peech & Tozer, branch of 
the United Steel Companies, Limited, Rotherham, 
William Eric Craven (50), a lorry driver, elected at 
Rotherham Magistrates’ Court to go for trial at the 
next Quarter Sessions. 

FoR HAVING five pieces of cigarettes in his possession 
while underground Thomas John Watkins (27) was 
fined £5 at New Tredegar (Mon) Magistrates’ Court. 
He pleaded Guilty and stated he was unaware of 
notices prohibiting the carrying of cigarettes. 


Malayan Contract Placed 
with AEI 


ONTRACTS worth more than £600,000 have been 
awarded to Associated Electrical Industries, 
Limited, by the Malay Federation Central Electricity 
Board for switchgear for the Cameron Highlands 
hydro-electric scheme. They include oil circuit breakers 
for the first 132 kV sub-stations in Malaya at Jor 
power station and Rawang, and 66 kV switchgear for 
a sub-station at Connaught Bridge. All the equipment 
will be made at Willesden, London. 

The company has also secured the contract from 
the South of Scotland Electricity Board for the supply 
and erection of crossing towers, anchor towers, and 
conductors for the crossing of the River Clyde by the 
275 kV supergrid near Erskine Ferry, Glasgow. AEI 
construction (cables and lines) division will carry out 
the work, which is due for completion in December, 
1961. 





ConTRACT worth £26,547 for the consolidation of old 
mine workings under a site in Newcastle, which is to 
be used for building multi-storeyed flats, has been 
awarded to George Wimpey & Company, Limited, 
Hayes (Middx). 

GENERAL-PURPOSE batch still is to be designed and 
built by the chemical engineering division of the 
A.P.V. Company, Limited, for installation at the 
petrochemical werks at Grangemouth, Scotland, of 
British Hydrocarbon Chemicals, Limited. 

A TURKISH STEELWORKS has ordered 200 Saffire 
universal cutting blowpipes and equipment from 
British Oxygen Gases, Limited. The company has 
also received an order from Kellogg International in 
Turkey for 42 2,000 cu. ft. compressed gas cylinders. 

LARGEST single order for earth-moving equipment 
from a UK distributor placed with a UK manufacturer 
has been placed by Wiiliam R. Selwood, Limited, with 
Whitlock Bros., Limited, agricultura! and industrial 


engineers, of Great Yeldham (Essex). The order is 
worth £250,000. 
THREE export contracts worth together nearly 


£1,250,000 have been gained in the last week or so 
by Leyland Motors, Limited. One is an Israeli order 
worth over £500,000 for Worldmaster buses and 150 
Leyland power-plus diesels, and the others are a 
£400,000 refuse collection scheme for Teheran and a 
£280,000 truck and bus order for South African 
Railways. 

ORDER worth £250,000 from Industries Buimicas 
Argentinas Duperial S.A.LC. (a subsidiary of Imperial 
Chemical Industries, Limited), for a sulphuric acid 
plant to be built at San Lorenzo, Argentina, has been 
received by Simon-Carves, Limited, Stockport (Ches). 
The plant will produce 207 tons of acid a day, and 
the whole of the material for it will be supplied from 
the UK. The plant is expected to go into operation at 
the end of next year. 





IN GIVING comparative figures for merchants’ stocks 
of steel sheet, plate, tinplate, and other steel products 
in our report on steel stocks in last week’s issue, in- 
advertently the combined total of consumers’ and mer- 
chants’ stocks was given. Merchants’ stocks at the end 
of December, 1959, were 364,000 tons and at the end 
of the second quarter, 1960, 356,000 tons. 
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Rise in Ore Imports 
Through Welsh Ports 


I MPORTS of iron and steel goods through the South 

Wales ports during the four weeks ended Septem- 
ber 11 increased by 59,000 tons, compared with the 
same period last year, while imports of iron ore also 
rose by 33,000 tons. Exports of coal, coke, and patent 
fuel rose by 7,000 tons and those of iron and steel 
manufactures by 4,000 tons. Exports of tinplate also 
showed an increase of 12,000 tons. 

So far this year 3,591,263 tons of iron ore has been 
brought in through the ports—824,000 tons more than 
a year ago. Imports of iron and steel goods, including 
scrap, were more than trebled at 315,391 tons. On the 
export side, coal, coke, and patent fuel (foreign) rose 
from 765,606 tons to 828,279 tons, but coastwise ship- 
ments were down from 1,055,525 tons to 934,939 tons. 
Shipments of iron and steel manufactures were 269,631 
(368,911) tons, and those of tinplate totalled 346,395 
(217,816) tons. 

Total trade through the various ports for the four 
weeks ended September 11 (corresponding figures for 
1959 in parentheses) were:—Newport 174,809 (160,811) 
tons, Cardiff 221,924 (205,292) tons, Barry 98,854 
(75,389) tons, Port Talbot 291,964 (242,408) tons, 
Swansea 651,368 (548,944) tons, Penarth 28,528 (14,687) 
tons, Lydney 974 (1,993) tons. 





NEW WORLD AGENCY TO AID 
LESS-DEVELOPED COUNTRIES 


NEW international agency for financing economic 
growth in the iess-developed countries, the Inter- 
national Development Association (IDA), came into 
being on Monday as an affiliate of the World Bank. 
Fifteen countries have already become members, and 
have subscribed the equivalent of $686,000,000. If all 
members of the Bank join IDA, its initial resources 
will be the equivalent of $1,000,000,000, of which the 
equivalent of $787,000,000 will be available on a fully 
convertible basis, 

IDA is to be administered by the World Bank. It 
will seek to promote economic development by pro- 
viding finance to the less-developed countries on terms 
more flexible, and bearing less heavily on their balance 
of payments, than conventional loans. 


Morgan Crucible Begins Reorganization 


[% preparation for its plans to turn its various depart- 
ments into subsidiary companies on April 1, 1961, 
the Morgan Crucible Company, Limited, is transferring 
its sales and technical departments to Norton. As 
from Wednesday the address of these departments will 
be: the Morgan Crucible Company, Limited, Norton 
Works, Worcester (telephone: Worcester 26691. 
Télex: 33191). 

Mr. K. R. Mayhook, former home sales manager, 
has been transferred to other duties within the group 
and Mr. D. Scott, who is now in charge of the sales 
department at Norton, will become sales director of 
Morganite Crucible, Limited, on its inception in April. 





REMINGTON RAND, LimITED, has moved to Reming- 
ton House, 61-65, Holborn Viaduct, London, E.C.1 
(telephone: CENtral 1010). 


Lord Mills Urges Bigger 
Exports Effort 


CALLING for a continuous and expanding export 
effort by UK manufacturers, Lord Mills, Pay- 
master-General, said that there were firms which did 
not pursue the possi- 
bilities of export 
markets because they 
found the home market 
much easier, and 
foreign markets difficult 
and costly to enter. 

He was speaking last 
Friday at a luncheon 
attended by indus- 
trialists from Glouces- 
tershire and Wiltshire 
at the factory of the 
Gloster Aircraft Com- 
pany, Limited, at Huc- 
clecote. In the past 
year, he said, there had 
been a strong recovery 
in world trade, but 
some of Britain’s ccm- 
petitors on the Continent were expanding their export 
trade significantly faster than Britain. 

Asked about the shortage of workers in this country 
and how industry could expand exports when there 
were not the people to do the existing work, Lord 
Mills said the answer was to be more efficient and 
use less labour for the same amount of work. Another 
questioner urged the Government to extend longer 
credit guarantees to exports, and Lord Mills said 
that credits were restricted to five years in agreement 
with other countries, but the questioner’s point was 
not being lost sight of. 





Lorp MILLS 





Skeiko Ball Bearing Plans 
Factory in Scotland 


PLANS for a new factory at Irvine (Ayrshire) are 
announced by the Skefko Ball Bearing Company, 
Limited, Luton (Beds). It is intended to establish a 
subsidiary company there for the manufacture of 
production tools, equipment, and specialized machine 
tools used in the manufacture of ball and roller 
bearings. The new factory will also house auxiliary 
departments concerned with manufacturing operations 
which can be conveniently separated from the main 
production of bearings at the two Luton factories. 

The firm states: “This development in Scotland 
will result in some contribution to the Government's 
policy to provide employment in that area. It is 
expected to result in reduced importation of certain 
equipment and thus make the company more self- 
supporting in this respect. It will probably provide 
increased exports to associated companies abroad.” 
The factory is expected to employ several hundreds, 
and will probably go into operation next year. 





West GERMANY has agreed under a trade pact with 
Norway extending to May 31, 1961, to maintain im- 
ports of Spitzbergen coal at a rate of 100,000 metric 
tons annually. 
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Employers’ “ Charter ” 


for Industrial Relations 


(COMPREHENSIVE proposals for the improvement 

of industrial relations—the most detailed so far 
to be drawn up by an employers’ organization—were 
issued by the National Union of Manufacturers last 
week. The document, which is to be sent to the 
Minister of Labour, other employers’ organizations, 
the TUC, and the union’s 5,000 member firms, includes 
what it calls the “British charter of industrial 
relations,” and 10 recommendations on the organiza- 
tional machinery it regards necessary for. their appli- 
cation. 

The document recommends that there should be 
legal employment contracts, incorporating a reasonable 
period of notice, preferably one month, and also that 
national agreements between unions and employers’ 
associations should be of definite duration, and should 
come up for review well in advance of the expiration 
of the agreement. Another proposal is that in place 
ef existing national arbitration arrangements there 
should be a National Conciliation Council, the de- 
cisions of which would be morally binding, and that 
there should be in every area a local conciliation 
council. It also suggests that there should be a special 
Registrar of Trade Unions. 

The union hopes that the Government will soon 
establish “‘a broadly based committee” to examine 
industrial relations. If it does not, the manufacturers 
intend to set up such a committee themselves. 

The union’s charter sets out 16 principles “ designed 
to unite all concerned in industry into a working 
partnership based on mutual confidence and with a 
common interest.” Among the principles are: The 
dignity of the individual must be recognized and pre- 
served, and trade union members must respect their 
unions; the sanctity of all agreements made within 
industry must be absolute; managements should ensure 
that unions and employees are kept informed of 
matters affecting the company and the industry; 
management and unions must conduct negotiations 
through established channels and firmly refuse to deal 
with unofficial strikers; and any unresolved dispute 
should be submitted to the area or national council. 


SKILLED MEN AT TECALEMIT TO 
GET “STAFF” STATUS 


KILLED workers who have been with the company 
10 years or more, and who are at present paid 
hourly, are to be given staff status by Tecalemit, 
Limited, lubrication, hydraulic, and filtration engineers, 
of Plymouth. This wili mean an extra week’s annual 
leave with pay for the men, as well as full pay for 
several weeks if they fall sick. 
The scheme is believed to be the first in which a 
large industrial organization in this country has put 
hourly paid employees on the staff. 


SHORTAGE of raw materials has caused a fall in 
production at the Bhilai and Rourkela steelworks in 
India. Instead of the required 66,000 metric tons 
of coal a month Rourkela received 34,700 tons in 
May and only 32,000 tons in June. Bhilai is short of 
both coal and iron ore and both plants have delayed 
the opening of a third blast furnace because of the 
shortages. 


European Coal Output 


THE appended figures relating to coal output and 
imports are taken from statistics issued from 
Geneva by the Coal Committee of the Economic Com- 
mission Soe Europe. 

Tonnages are metric, and the number of under- 
ground workers employed relates approximately to 
the end of the month. 

TABLE 1.—European Coal Output (Metric Tons) and Employment. 


























Output. Underground 
employment. 
Country. 
June, May, June, May, 
1960. 1960. 1960. 1960. 
Belgium 1,826,000 1,869,000 83,000 83,000 
France 4,463,000 | 4.692,000 | 131,000 132,000 
Italy oe 56,000 66,000 — — 
Netherlands a 009,000 1,042,000 29,000 29,000 
Poland ‘ ..| 8,264,000 | 8,628,000 | 212,000 213,000 
United Kingdom ‘ + 433,000 | 16,206,000 | 482,000 487,000 
Western Germany. . :259,000 | 11,948,000 _ 311,000 
| 

















TABLE 2.— European Solid-fuel Imports in June, 1960, with Figures 
for May, 1960, shown in Brackets (Metric Tons). 
Coal and Lignite and 
Importing country. patent Coke. brown coal 
fuel. briquettes. 
Austria... ee ..| 333,000 60,000 48,000 
| (273,000) (65,000) (37,000) 
Belgium | 326,000 22'000 7,000 
(339,000) (20,000) | (9,000) 
Denmark 219,000 70,000 | 1,000 
(287,000) (134,000) | (5,000) 
Finland 235,000* 13,000* | 
227,000) (18,000) | ( 
France 948,000 409,000 | 30,000 
(890,000) (415,000) | (26,000) 
Greece . -e | 10,000 1,000 | -- 
(30,000) (1, 000) | (~) 
Eire .. 110,000* — 
(126,000)* (1, 000)* (x) 
Italy 712,000 20,000 13,000 
(855,000) (11,000) (15,000) 
Luxembourg 22,000 331,000 | 11,000 
(23,000) (337,000) | (11,000) 
Netherlands i 541,000 31,000 | 17,000 
| (560,000) (36,000) (39, 000) 
Norway ..|  57,000* 50,000 | 
|  (40,000)* (15,000) | (—) 
Portugal 22,000 2,000 — 
(44,000) (7,000) (— 
Sweden 152,000 208,000 — 
(113,000) (123,000) ae 
Switzerland 207,000 66,000 12,000 
(159,000) (53,000) | (10,000) 
United Kingdom _- — | — 
(—) (—) (—) 
Western Germany .. 688,000 34.000 | 342,000 
| (553,000) (44,000) | (320,000) 
| 








* Secretariat Estimate. 





Eire Invests £4,000,000 in State 
Steel Plant 


BIRE Government is to invest £4,000,000 to expand 
the State-owned steel factory at Haulbowline, near 
Cork, and tie it in with the neighbouring shipyard 
project now being undertaken by Mr. Verolme, the 
Dutch shipbuilder. The Government has published 
a Bill to authorize the investment. 

Five hundred men are now working in the steel 
factory, which has been operating for the last 15 years. 
Soon there may be 750 workers employed. 





PATENT SHAFT STEEL Works, LimiTeED—Mr. James 


Mitchell has joined the board. 
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Exports of British Coal 


[DFTAILs of British coal exports and bunker coal 
shipments in August, and the totals for the first 
eight months « of this year and last, are given below. 




















Month Eight months 
ended ended 
From Aug. 31. August 31. 
1960. | 19£ 59. 1960 
| Tons. Tons. Tons. 
Categories. } 
Anthracite | 
Large a be - 6,791 58,523 50,683 
Graded. - we ae 16,002 161,097 165, 
Cleaned smalls .. sei 2 10,514 62,229 141,956 
All other .. if ¥ ..| 27,951 | 238,649 | 200,403 
Small coal (including house- | 
hold) | 
Unscreened > os . 1,236 21,291 | 
Large ; a o8 ; 30,446 30,302 
Graded . be nia si 34,955 161,733 
Cleaned smalls .. ‘a 127,751 188,164 
Untreated smalls 79,824 530,998 | 699. 913 
Other ‘ a6 - 11,244 61,511 | 104,056 
Gas coal | | 
Unscreened a Me ; 17,336 94,524 137,957 
Large me ‘ Z, 1,966 14,415 
Graded de jm 26,183 179,364 269,325 
All other 13,676 17,265 
Coking coal 
Cleaned smalls 2,992 23,889 28,695 
Other , 8,869 79,244 71,919 
TOTAL 403,903 | 2,107,160 | 3,342,303 
Destinations 
Canada 51,758 | 39,325 
Other ( ommonwe alth countries 46 9,076 | 19,324 
Eire ; , 82,927 481,919 | 760,145 
Finland , ' 18,842 8,657 | 
Sweden 11,866 101,250 | 
Norway : . 8,452 61,094 
Denmark es 141,405 567,945 
Western Germany . 29,612 145,670 | 
Netherlands : ; 68,065 220,108 
Belgium Sa ¥- 16,763 213,121 
France ‘ ° 8,362 155,926 
Portugal . ; | 16,470 | 
Italy 13,236 41,330 
Argentina i. 15.737 
Other foreign countries : 4,327 17,099 
Fuel taken on board vessels en- 
gaged in the foreign trade 
(including fishing vessels) for 
their own use 
British flag pe | 10,499 407,493 227 mae 
Other flags . 3,385 34,102 28,465 


Exports of Coke and 
Patent Fuel 


HE following table gives figures of exports of coke 

and manufactured “fuel from the United Kingdom 

during August, and the totals for the first eight months 
of this year and last. 





Month Eight months 
ended ended 
Products Aug. 31 August 31. 
1960 1959 1960. 
Tons Tons. 
Gas coke 406,252 430,904 
Hard coke 189,859 305,683 
Breeze 3 299,800 274,695 
Manufactured fuel a 3.733 88,189 70,089 
TOTAL 139,115 984,090 | 1,081,374 


Imports and Exports of 
Mining Machinery 


ACCORDING to Board of Trade returns, mining 

machinery (other than portable power tools) 
valued at £73,493 was imported during August, com- 
pared with £167,865 in August, 1959. Imports in the 
first eight months of this year were valued at £741,525 
against £1,017,694 in the corresponding period of last 
year. 

The appended table contains figures of export values 
of mining and well-drilling machinery in August, and 
values for the first eight months of this year and last. 








Month Eight months 
ended ended 
Destination. ; Aug. 31. August 31. 

* 1959. | 1960, 

| £ £ 
Union of South Africa ss | | 356,847 343,668 
Rhodesia and Nyasaland . sal | 109,287 55,908 
India ni : esi | 1,055,507 | 804,829 
Australia | 184,762 273,298 
Canada | 150,114 223,181 





25,328 > 
Trinidad : ‘ ay 39,460 258,730 | 259,739 
Other Commonwealth countries | 


68,190 


and Eire .. és oh 919,098 | 782,831 
Netherlands 5,927 | 154,519 | 123,572 
France . s i‘ ‘+s 5 564 94,409 | 109,322 
Venezuela .. at om 5,17 152,538 | 76,335 


Other foreign countries 190, 889 | 2.996.746 


TOTALS. | 
Well-drilling machinery — | 
Petroleum 200,946 | 3,200,483 | 1, 








Other sa ; ool 30,873 232,731 
Mining machine ry (excluding | 
portable power tools) 
Coal-cutters, nig T operated— | | 
Complete wd 44,513 | 374,401 328,156 
Parts .. | 73,465 422,589 | 540,914 
Conveyors, underground- — 
Complete and parts ey 48,370 753,522 735,996 
Winders, power ope rated— | 
Complete se ‘an 741 92,857 | 114,691 
Parts .. as rs ae 19,643 | 184,100 139,150 
All other 105,204 | 1,180,874 976,485 
TOTAL ey i ~% 523, 755 6,441,557 | 5,026,345 





Absenteeism Led Indirectly to 
Deputy’s Death 


eee in a Leicestershire colliery led in- 
directly to the death of a pit deputy, a Leicester 
inquest jury was told recently. A_ verdict of 
Accidental Death was returned on Mr. Thomas Peter 
Deacy (36). who received fatal injuries when crushed 
by a falling girder as he worked alone at the coal 
face at Merrilees Colliery, Desford, on July 7. 

It was said that Mr. Deacy was using a power 
winch and wire rope to withdraw the girder, a job 
normally done manually by two men. One of the 
miners who went to his aid, Mr. Geoffrey Arthur 
Carter, said that day he had been delayed 90 minutes 
in starting work because of absenteeism. He agreed 
with M. J. McHugh, secretary of the Leicestershire 
Area of the National Association of Colliery Overmen, 
Deputies, and Shotfirers, that work was disorganized 
because of absenteeism. 








CEMENT factory costing £A4,000,000 is to be estab- 
lished near Geelong, Victoria, Australia, by the 
Associated Portland Cement Manufacturers, Limited. 
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ARE YOU 





















Better see us about the castings. Our design staff understand 

& both sides of the problem. They know every aspect of 

foundry practice and they’re sound engineers in their own 

> ~ right, too. They can translate your exact specification 

ee into a cast form entirely free from structural fault. 

Sales The rest is up to our metallurgists and 

_ ae a) foundry engineers. Their aim is quality 
oy 

: t.. 





and accuracy and they hit the mark every 
time. Birkett, Billington and Newton's 
technical teamwork can tackle al/ your 
problems—and solve them. 





CASTINGS FROM A FEW 
OUNCES TO 10 TONS... 


in phosphor-bronze, gun-metal, aluminium- 
bronze, manganese-bronze, and light alloys. 
Precision machined bushes and bearings. 
Specialists in high-tensile aluminium-bronze 
castings, centrifugal-cast wheel blanks, shell 
moulded castings and chill-cast rods and tubes. 
Continuous cast phosphor-bronze bars up to 
12 foot lengths. 











NON-FERROUS CASTINGS 
HIGH DUTY IRON CASTINGS 
PRECISION MACHINED BUSHES & BEARINGS 


T. M. BIRKETT, BILLINGTON & NEWTON 
LIMITED 


HANLEY AND LONGPORT, STOKE-ON-TRENT, ENGLAND 


Head Office: HANLEY, Phone: Stoke-on-Trent 22184/5/6/7. LONGPORT, Phone: Newcastle, Staffs 51433/4. 
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Imports and Exports 


of Iron and Steel 


F IGURES of imports and exports of iron and steel 

in August are given in the following tables, based 
on Board of Trade returns, and including totals for 
the first eight months of 1959 and 1960. 


Total Exports of Iron and Steel 





Month Eight months 














ended ended 
Destination. | Aug. 31. August 31. 
as e Sara AE 8S edi 
1960. 1959. ~ 1960. 
Tons. | Tons. ‘Tons. 

Cyprus . ‘ cs 31 1,059 
Sierra Leone = a -| 3,512 
Ghana 7 ; : 14,650 
Nigeria as 40,629 
Union of South Africa k sot 48,768 
Rhodesia and Nyasaland .. | 39% 18,240 
Tanganyika . , 12, 862 9,683 
Kenya : 4 és sof 20,027 
Uganda | 898 
Mauritius | 2,960 
Aden ‘ 1,633 
Bahrein, Qatar, and Trucial States 9,788 
Kuwait 4,874 
India 65 
Pakistan ; 
Singapore 12,967 
Malaya 9: 597 
Ceylon ‘ 9,638 30,021 

British North Borneo se 759 1,785 »292 
Hongkong 9,291 44,456 3: 
Australia | 16,916 54,590 117,362 
New Zealand | 12,366 61,740 75,096 
Canada | 16,439 121,226 155,724 
Jamaica ; ; 937 14,717 15,445 
Trinidad j 28,159 
British Guiana 6,219 
Other Commonwealth countries a4 682 2 | 24,777 
Eire 31, 469 | 40, 554 


Soviet | nion 

Finland 

Sweden . 
Norway ia 
Denmark u | 
Western Germany } 
Netherlands 

Belgium 

France 

Switzerland 

Portugal 

Spain .| 
Italy 

Austria 

Yugoslavia 

Greece 

Turkey 

Netherlands Antilles 
Portuguese East Africa 






Egypt 

Sudan : : | 

Lebanon ; | 

Israel 

Saudi Arabia 

Iraq 

Tran 

Burma 4, 596 

Thailand 3,794 
Indonesia | 18,190 

China . a 37,457 

Japan ; | 49,698 

ene tepublic ‘| 5,861 
ISA 155,575 

Cuba 5,840 

Colombia 6,151 

Venezuela 26,463 
Ecuador 2,054 

Peru 4,526 

Chile 3,144 
Brazil 21,829 

Uruguay 6,031 
Argentina 59,349 

Other foreign countries 88,227 


TOTAL 244,966 | 1,860,946 


Total Imports of Iron and Steel 





























Month Eight months 
ended ended 
From Aug. 31. August 31. 
1960. 1959. 1960. 
Tons. Tons. Tons. 
Union of South Africa es 2,077 14,888 22,954 
Rhodesia and Nyasaland .. ey 530 3,979 4,855 
Canada , 52,685 12,156 147,891 
Other Commonwealth countries 
and Hire .. 8,695 7,190 10,609 
Soviet Union Ss j 3,516 31,464 26,327 
Sweden Ry ne ‘. Sy 2,701 18,218 31,378 
Norway ei > ¥ 7 16,225 55,862 106,068 
Poland “e he on 205 | 8,505 8,261 
Western Germany . 10,567 44,481 101,271 
Netherlands 11,896 110,918 141,288 
Belgium 9,276 15,677 82,462 
Luxembourg 1,248 4,67 10,864 
France 7,553 14,375 49,654 
Italy 2,585 9,286 21,028 
Austria a pa + ~ 1,453 2,706 9,298 
Japan “ at so +s 480 1,730 4,495 
U.S.A. oh ive 44,054 19,184 296,397 
Other foreign countries ; 31,553 8,864 90,921 
TOTAL -| 207,299 | 87 9, rT 56 1,186,081 
Iron and steel scrap and ‘waste, 
fit only for the recovery of metal 57,082 2,642 154,817 











Exports of Iron and Steel, by Product 




















Month Eight months 

ended ended 

Product. _ Aug. 31. August 31. 
1960. | 1959. 1960. 
“Tons. | Tons Tons. 

Pig-iron 9,711 85,078 | 111,825 
Ferro-columbium (niobium) | 32 | 78 
Ferro-tungsten os | 124 777 | 638 
Other ferro-alloys .. ; ye | 212 | 4,261 6,384 
Ingots, blooms, billets, slabs, 

sheet bars (incl. tinplate bars), | 

and similar primary forms " 480 50,578 | 21,267 
Pieces roughly shaped by forging 143 996 720 
Iron bars, rods, angles, shapes, | 

and sections ‘i; a vol 132 815 | 1,175 
Steel bars, rods, angles, sections, | | 

and shapes | 45,365 260,663 | 423,240 
Iron plates and sheets $< 287 527 
Universal plates. a 746 200 | 13,375 
Steel plate, 3mm. and under | 

4.5mm. thickness ; 3,684 28,762 28,034 
Ditto, 4.5 mm. or more in thick- 

ness 122,005 | 232,584 
Blacksheets and bl: ackplat 174,673 199,819 
Hoop and strip : 56,690 67,840 
Tinplate | 312,746 | 346,577 
Decorated tinpl: ate 6,078 3,562 
Galvanized sheets .. i 59,894 55,013 
Other (incl. tinned sheets, terne- | 

plate, and ternesheets) .. = 2,214 | 14,804 17,830 
Railway and tramway construc- 

tion material oe A 13,790 ; 110,081 115,985 
Wire rods of steel (incl. alloy ; 

steel) 4,397 32,523 37,611 
Wire Re. 7,964 69,693 80,27 
Tubes, pipes and fittings 65,443 464,310 | 506. 

TOTAL 244,966 


1,860,946 | 2,270,914 


ITALIAN steel producers, Accieirie e Tubi di Brescia, 
Accieirie di Bolzanetto, CISMA, and Safau-Udine 
have laid before the High Authority of the European 
Coal and Steel Community price increases for steel 
profiles of between 1,000 and 2 lire, or between 
1.4 per cent. and 2.8 per cent. The Safau-Udine con- 
cern also announces an increase of 3.3 per cent. in 
the price for forging ingots, and the Bertoli concern, 
Udine, has put up prices of raw ingots and semi- 
manufactures for forging and rolling by 2,000 lire. 
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Good news|! 


Just a discreet signal to remind you that 
Ermeto High Pressure Flexible Hose can 
now sign off with an even wider range of 
endings (all happy) since the introduction 
of pre-swaged ends in addition to the 
re-usable twin saddie type. Both types are 
available with a wide selection of end 
fittings, including 90° and 135° bends. 
BSP male and female ends, captive nuts, 
in addition to the straight standpipe end 
which is suitable for use with Ermeto 
pipe fittings. Designed for use with most 
liquids and gases. Ermeto Flexible Hoses 
can be supplied in unit lengths of up to 
60 feet, with both single and double 


wire braiding. 


An end to 
every hose 
problem 


ERM ETO For full detai/is write to: 


BRITISH ERMETO CORPORATION LTD 


HARGRAVE ROAD MAIDENHEAD - BERKS - TEL: MAIDENHEAD 5100 


A Member of the ALENCO Group of Companies 
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Ore Chartering 


Ate there is no material change in markets 

generally, the position for anything like early 
loading tonnage is, from an owner’s point of view, 
not particularly good and from many of the major 
sections of the market the demand has eased con- 
siderably. As far as the Mediterranean trades are 
concerned there is very little inquiry from the North 
African coast for tonnage for Continental discharge. 
although recently Benisaf/Ymuiden or Amsterdam 
fixed 4,400 tons for October at 23s. 6d. and a cargo 
of burnt ore, about 4,200 tons, from Barcelona to 
Rotterdam for early loading at 22s. 6d. f.o.b. with 
steamer discharging. Savona/Barrow residues has 
paid 24s. f.i.o. and trimmed for about 7,500 tons end 
of October and charterers are maintaining interest in 
further shipments. 

The demand for tonnage to load from India is 
quiet and recently 37s. f.i.o. was paid for 9,500 tons, 
end of September, from Marmagoa to Rotterdam. 
There is only a small interest from West Africa to 
the Continent and nothing quoting on the open 
Swedish market to this side, but there is some small 
demand on Continental account. 

Bauxite from Toulon to Newport is, from an 
owner’s point of view, weaker following the accep- 
tance of 21s. for 9,800 tons, late October. Further 
tonnage has been fixed to load sulphur from the 
Gulf, Galveston, Port Sulphur, or Beaumont, fixing 
8,700 tons for September/October to East Coast UK 
at 47s. 6d. and same rate for 9,000 tons to full UK for 
middle of October. The phosphate market from 
Casablanca to this side is very quiet. 


Inquest on Rotherham 
Crane Slinger 


OTHERHAM inquest jury recently failed to 

reach agreement on its verdict in the case of the 
death of Mr. William P. Talbot (65), an overhead 
crane slinger at the works of Robert Jenkins & Com- 
pany, Limited. The coroner, Mr. C. L. Blenkinsop, 
took the majority opinion and recorded a verdict of 
Accidental Death. 


Mr. Talbot was killed when a 31 
tank slipped as it was being hoisted. It was stated 
that it became necessary to move the tank which 
weighed 6 or 7 tons and was in four sections. The 
end sections had been permanently welded but the 
middle sections had only been welded at intervals. 
This was normal practice. 


Mr. John S. Waring, works manager, said this was 
the first accident of its kind he had known in 35 
years. He agreed that it might be advisable to do 
more welding of the tanks before they were lifted. 
The coroner, giving his verdict, said he did not think 
this was a case where somebody had not done his 
job properly. 


ft.-long boiler 


STRIKES during August caused a 
working days. There were 265 stoppages during the 
month involving 113,300 workers—all but 8,900 of 
them directly. Nearly 80 per cent. of the working 
days lost were in three industries—coal mining, motors, 
and transport. Of the three coal mining had the 
largest number of strikes (156), but the smallest num- 
ber of days lost (43,000). 


loss of 235,000 


Increases of Capital 


COMMERCIAL PARTICIPATION, Limitep, en engineers, etc., of London, 
W.C.2, increased by £5,000, in £1 deferred shares, beyond the 
registered capital of £20,000. 

PRITE, Limited, spring manufacturers, etc., of London, W.1, 
increased by £75,000, mi, #1 ordinary shares, beyond the 
registered captial of £25 

A. H. Coue (Desiens), Limirep, engineers, etc., of Broms- 
grove, ingvonsell by by gw in £1 ordinary shares, beyond the 
registered capital of £1,000. 

eLMEO CORPORATION, LiMiTED, engineers, etc., of London, 
W.C.2, increased by £50,000, in £1 ordinary shares, beyond the 
a capital of £50,000. 

TKINSON OF Penryn, LimiteD, electrical and general engi- 
neers, etc., increased by £19,900, in £1 ordinary shares, beyond 
the registered capital of 2100 

Surciirre ENGiNgERING COMPONENTS, Liuuirep, Horb 
(Yorks), imcreased by £4,900, in £1 ordinary shares, beyon 
the registered capital of £100. 

Sree. & Company, Limirep, engineers, etc., of Sunderland, 
increased by £1,000,000, in 5s. ordinary shares, beyond the 
registered capital of £1,.500,000. 

R. W. SPuRRELL, Lyuirep, art and general metal workers, 
etc., of Birmingham, increased ane £45,000, im £1 shares, beyond 
the registered capital of £1,000 

Burnett & Rowe, Limite, engineers, etc., of Rochester 
(Kent), increased by £11,000, in £1 “A” ordinary shares beyond, 
the registered capital of £19,500. 

Liner Concrete Macninery Company, Limitep, Gateshead (Co. 
Durham), increased by £45,000, im 23. ordinary shares, beyond 
the registered capital of £90,000. 

British Meta, ENGINeeRING Company, Limirep, Twickenham 
(Mddx), increased by £10,000, in £1 ordinary shares, beyond 
the registered capital of £10,000. 

Darwins Group, Limited, iron and sieel merchants, etc., of 
Sheffield, increased by £550,000, in 10s. ordinary shares, beyond 
the registered capital of £1,450,000. 

Artnur Lee & Sons, Limirep, ‘steel converters, etc., of Shef- 
field, increased by £2,350,000, in 2s. 6d. ordinary shares, beyond 
the registered capital of £1,650,000. 

Waritetey Lane & New, Limirep, machine and tool manu- 
facturers, etc., of Sheffield, increased by £124,000, in £1 shares, 
bevond the registered capital of £100 

Joun Hvucoan & Company, Limited, 
Evesham (Worcs), increased by £25,000, 
beyond the registered capital of £5,000. 

Amwe.t InsTRUMENTS, LiMiTED, engineers, etc.. 
Garden City (Herts), increased by £500, 
bevond the registered capital of £1,500. 

B. B. Price, Limirep, manufacturers of spikes. bolts, nuts, 
etc., of Halesowen, increased by £18,000, in £1 ordinary shares, 
bevond the registered capital of £2.000. 

Watker, Croswetier & Company. Limitep, engineers, etc., of 
Cheltenham, increased by £49,000. in £1 ordinary shares, 
bevond the registered capital of £71,000. 

Broaps Manuracturinc Company, Limitep, engineers, etc., of 
London, W.2, increased bv £70.000. im £1 ordinary shares, 
bevond the registered cavital of £50,000. 

H. C. Horrer (Norwicn), Limitep, metal merchants. etc., 
of London, W.1. increased by £91,000, in £1 ordinary shares, 
bes = the smidered capital of £21,000. 

J. Hampton, Limirep, engineers’ tool manufacturers, 
ae « Sheffield, increased by £250,000, in 5s. ordinary shares, 
bevond the registered capital of £500,000. 

E.son Rossins, Lamrrep. svring manufacturers, etc., of 
Nottingham, increased by £200.000. in 5s. ordinary shares, 
beyond the registered capital of £200,000. 

Greorce H. Cook & Company, Limirep, steel mamufacturers, 
etc.. of Sheffield. increased by £140,000, in £1 ordinary shares, 
beyond the registered capital of £10,000. 

S._ Russe. & Sons, Lamirep, brass and iron founders. etc., 
of Leicester, increased by £280.000. in 5s. ordinary shares, 
bevond the registered capital of £400,000. 

Price & Tarurnc, Limirep, die casters, engineers, etc., of 
Christchurch (Hants). increased bv £18,000. in £1 ordinary 
shares, beyond the registered capital of £2,000. 

Waite & Ricues. Limitep, mechanical and general engineers, 
etc.. of London. W.C.2. increased by £1,000. in £1 ordinary 
shares, beyond the registered capital of £1,000. 

MipianD Brieut Drawn Sree. & Ewnorneertnc Company, 
Limttrep. West Bromwich, increased by £150.000. - 1s. ordinary 
shares, beyond the registered capital of £250,000 

Exectro-MecHanical Enoineers, Limited, Foots Cray (Kent). 
increased by £8.200. in 5.000 ordinary and 3,200 “A” shares of 
£1 each, beyond the registered capital of £3.800. 

W. Weexs & Son, Limitep, engineers, iron and brass founders, 
etc., of Maidstone (Kent), increased by £10,000. in £5 ordinary 
shares, beyond the registered canital of £25,000. 

Newman. Henver & Company, Limirep. enineers, etc., of 
Woodchester (Glos). increased bw £500,000, in 10s. ordinary 
shares, beyond the registered capital of £1.650.000. 

Setrars & Parkes. Limiren, svring mannfacturers, etc.. of 
Nottingham, increased bv £1.500, in #1 vefeemess preference 
shares, beyond the registered capital of £11,00 





_ engineers, etc., of 
in £1 ordimary shares, 


_of Welwyn 
in £1 ordinary shares, 
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Financing Steel 


APITAL expenditure in the steel industry this 
year will be at least £125,000,000, and may be 
as high as £150,000,000 or more in 1961 as the 
accelerated strip-mill programme gets into its stride. 
Production of crude steel for the first six months 
of 1960 was 28 per cent. higher than in the corre- 
sponding period of last year. Output of iron and 
steel in each successive month in 1960 has been the 
highest recorded in that month in any year, and 
crude steel production has been running right up 
against the limit of existing capacity. Current pro- 
duction is broadly in line with expectations, and 
the 1960 forecast of 24,000,000 tons of ingot steel 
seems likely to be achieved. 

Further expansion of capacity—estimated to 
achieve over 32,000,000 tons annually by 1965— 
will involve heavy expenditure, and underlines the 
vital importance of adequate sources of finance 
being available to steel manufacturers. Last year, 
despite the disruption caused by the General Elec- 
tion and the political threat inherent in it, the iron 
and steel industry was again able to finance a little 
over two thirds of its capital development from 
internal sources. Its ability to finance future ex- 
pansion is examined in the latest issue of Steel 
Review, the British Iron and Steel Federation 
quarterly, from whick the table below is taken. 


ALLOCATION OF TRADING SURPLUS OF 
10 LARGE STEEL COMPANIES 


Year ended September 








1959 1958 
£ million £ million 

Trading surplus 115-3 110-8 
less normal depreciation 29-8 25-9 
Net profit before taxation 85-5 84-9 
less taxation 38-8 43-7 
Profit after taxation 46°7 41-2 
plus exceptional credits 63 5-0 
Profit available for distribution 53-0 46:2 
less special depreciation 15-1 13-6 
less transfers to other reserves 24-0 21-5 
Dividends distributed (net) 13-9 11-1 








The table is derived from a special analysis of 
the profit and loss accounts of 10 companies repre- 


senting in the aggregate 73 per cent. of total ingot 
production. The figures embrace all the companies’ 
trading activities, including those activities outside 
iron and steel. They show that out of the aggregate 
trading surplus in 1959 no less a sum than 
£69,000,000 was ploughed back to provide for de- 
preciation of fixed assets and to augment replace- 
ment and other reserves. This was some £8,000,000 
more than was set aside for the same purposes in 
1958, in spite of the fact that net profits before 
taxation in 1959 (£85,500,000) were almost the same 
as those earned in the previous year (£84,900,000). 
Indeed, if the three strip mill companies in the 
selected 10 are excluded, net profits in 1959 were 
34 per cent. down. The steel companies, it will be 
seen, are not unaware of their duty to finance out 
of the profits of today as much as possible of the 
plant required to provide the profits of tomorrow. 

The 10 companies whose accounts are analysed 
in the table do not comprise all of the steel industry, 
and the £69,000,000 allocated out of income in 
1959 does not represent the whole sum put aside for 
extensions. Nevertheless, there is a gap to be 
filled if the steel companies are to get all the money 
they need for new plant. 

Some of the new plant now being installed has 
the benefit of Government finance. The two new 
strip mills, for example, can call upon Government 
loans. Steel Review recalls that the decision to go 
ahead with these projects was taken towards the 
end of 1958, at a time when the Government was 
anxious to steer new industrial schemes into areas 
of relatively high unemployment and when the 
political threat precluded the raising of capital 
through normal market channels. For this reason, 
Colvilles was promised a loan of up to £50,000,000 
repayable by 1971 for the strip mill destined for its 
Ravenscraig plant in Scotland, though the company 
has announced that it intends to draw upon the 
joan “to the smallest extent practicable”. At the 
same time, Richard Thomas & Baldwins (for the 
moment still in public ownership) is going ahead 
with the installation of its new strip mill at Llan- 
wern, near Newport, backed by a Government loan 
of up to £60,000,000 repayable by 1971. 

The arrangements concerning these two projects 
were dictated by the conditions obtaining before the 
Genéral Election. With Labour Party spokesmen 
reiterating their threat to renationalize steel if re- 
turned to power it was unlikely that the public 
investor would be persuaded to sink his money in 
these two enterprises. Conditions now are different. 
The threat of nationalization has receded, and it is 
reasonable to suppose that steel companies will in 
future be able to turn to the capital market for 
support. 





Copies of the Index to Vol. 180 are obtainable 
(post free) on application to the Publisher. 
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Passing Thoughts... 


THE miners appear to think all workers. have an 
absolute and unqualified right to withdraw their 
labour whenever they please. This is not so. 
Employees in public utilities may be prosecuted if by 
going on strike they endanger life or valuable property. 
There is no question of the right to strike being 
denied . . . it is a legitimate weapon in a labour 
dispute; but it should be used responsibly, after proper 
notice, and with some effort to avoid causing loss and 
hardship to innocent third parties—The Scotsman. 


I believe that modern conditions will induce 
unions to come to arrangements whereby the 
present concentrated and centralized control of 
trade union activities will be loosened.—Mr. 
George Woodcock, general secretary-elect, Trades 
Union Congress, writing in the Daily Herald. 

Export promotion is primarily a Government con- 
cern and, though few of us wish any suggestion of 
compulsion to arise in the business of exporting, the 
Board of Trade, being the appropriate Government 
department, should surely adopt a more leading and 
forthright role than at present.—Letter in the Financial 
Times. 


As a great trading nation this country must stand 
to gain from lower trade barriers. . . . If the 
[G.A.T.T.] Tariff Conference not only leads to an 
erosion of trade barriers, but also creates the 
climate for further advance it will have done its 
work well—The Financial Times. 


I think it will be agreed that, if 10 per cent. of the 
money and energy now being used to sell oil and coal 
were devoted to the development of electric traction, 
it would not be long before much of this excess coal 
and oil would be used in generating electric power for 
traction purposes.—Mr. J. V. Brittain, Editor, Electric 
Vehicles, in a letter to the Financial Times. 


Design is not everything; a product must be 
marketed at an attractive price. British manu- 
facturers must follow the Continental lead in plan- 
ning for larger-scale and more efficient production. 

-The Times. 

I beg to restate my main theme, which is that we 
have coal to burn, and that we should do it. Imported 
oil has to be paid for with exports, and atomic 
developments are absorbing too many of our young 
scientists. Some of the young brains involved in the 
latter work should be transferred to coal investigation. 

Letter in the Financial Times. 

I see a danger that a new sort of snobbery may 
begin to show itself. I suspect that the objective 
nowadays is not so much a white-collar job in an 
office as a white-coat job in a laboratory.—Sir 
John Wolfenden, addressing the Royal Institution 
of Chartered Surveyors on “ Educating the Future 
Citizen.” 

To the new Chancellor I would say: Now that 
controls have been put back on again, for Heaven's 
sake leave them alone. If events should show that 
they are too severe, then ease them off very gradually. 
Above all, if the economy seems to call for a greater 
or smaller production of electrical appliances, please 
consult with the industry first and see what they can 
do to achieve the object you want without throwing 
workers out of employment, causing manufacturers to 
lose money, and putting small retailers in the bank- 
ruptcy court—Mr. N. F. T. Saunders, managing 
director of Kelvinator, Limited. 


The professions are a great force in modern 
society, and because of this, they have a duty to 
explain their activities to the public. The profes- 
sions must think of themselves as the servants of 
the public, and not their masters—Mr. A. A. Park, 
addressing the annual conference of the Royal 
Institution of Chartered Surveyors. 


The reaction of private chimney sweeps to this 
{nationalized] competition was difficult to ascertain. 
Most sweeps appeared to be sweeping non-stop 
throughout the day.... A sweep who explained that 
his family had been in the business for 130 years com- 
mented: “I do not think it will make a great deal 
of difference. There are still a lot of chimneys to be 
swept.”—Report in The Times. 


_ Withdrawal of labour should be the last resort 
in the pursuit of legitimate claims——Annual report 
of the general executive council of the Transport 
and General Workers’ Union. 


A _ revolution in thinking by both workers and 
employers is needed if industry is to benefit from 
increasing technological advances—Mr. JoHN MARSH, 
director of the Industrial Welfare Society. 


Scientists want the world to realize that they 
are not interested merely in making possible new 
drugs, TV sets, or weapons, though they may 
be important, but in enlarging the bounds of human 
knowledge.—Sir GEORGE THOMSON, in his presi- 
dential address to the annual meeting of the British 
Association. 





Minister Visits Yorkshire Pits 


R. RICHARD WOOD, Minister of Power, visited 

two collieries in the No. 8 (Castleford) Area of 

the North-Eastern Division of the National Coal 
Board yesterday (Thursday)—one new and one old. 


The Minister was at Kellingley Colliery in the 
morning and West Riding Colliery in the afternoon. 
Kellingley is a new colliery in course of construction, 
and Mr. Wood toured the surface and descended the 
No. 2 shaft to see the sinking operations in progress. 

West Riding Colliery is over 110 years old. The 
Minister toured the surface of the colliery and 
descended the Warren House shaft to see the pit 
bottom arrangements. 





Lower Nuclear Power-station 
Costs Forecast 


EDUCTION in the cost of power from nuclear 
generating stations is forecast by the International 
Atomic Energy Agency in a report prepared for its 
general conference in Vienna on September 20. The 
report refers to possible reductions in fuel cycle costs 
which will result from lower fabrication and reprocess- 
ing charges, higher burn-ups, and a fall in uranium 
prices. 


Development of improved, but low-cost reactor 
materials will also result in an overall economy, it is 
stated, and sizeable savings can be expected from the 
standardization of reactor components. Further, with 
a better understanding of safety requirements, con- 
tainment and control of reactors will become simplified 
and thus less expensive. 
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Moving Coal Supplies 


ROAD TRANSPORT MAY SUPPLEMENT RAIL THIS WINTER 


( ONTINUED shortage of men in key grades in certain areas of British Railways has been dis- 

cussed by officials of the British Transport Commission and the National Coal Board “ to 
ensure that there is no interruption to the flow of industrial and domestic coal during the coming 
winter,” said a joint statement issued by the two bodies last Saturday. If it is considered neces- 
sary, movements by road will be arranged to augment the efforts of the railways. 


_ The Coal Board has produced careful estimates 
of its output (including disposal of stocks) in the 
various divisions over the next few months,” the 
statement continues, “and the British Transport 
Commission is examining these to see how best the 
traffic can be handled, if necessary by diversion 
to routes not normally used. 

“ A realistic view is being taken of the situation 
and, if it is considered necessary, movements by 
road will be arranged to augment the efforts of the 
railways.” It is being borne in mind by both parties 
that the peak output of coal takes place when 
railway operating conditions are at their worst, due 
to bad weather, and when demand also is likely 
to be high. 

“ By planning these operations in advance, it is 
hoped to avoid the extemporized diversions which 
were necessary last spring, but in the meantime 
both the board and the commission ask for the 
co-operation of the consumers in taking delivery 
of all the coal they can accept between now and 
December.” 

The statement adds that the merchants have been 
parties to the discussions, and have promised their 
co-operation in building up stocks and distributing 
the maximum amount of coal before the end of the 
year. 


NEW COAL SHIPPING PLANT 
AT IMMINGHAM 


WO coal-shipping plants of novel design each 
capable of automatically unloading coal from 
railway wagons and transferring it to a ship’s hold 
at a rate of up to 1,350 tons an hour, have been 
installed by British Transport Docks at Immingham 
(Lincs). They were designed and constructed by 
Mitchell Engineering, Limited, Peterborough, in con- 
junction with the British Transport Commission’s dock 
engineers, and are expected to be in full operation by 
the end of this month. 

Both appliances can handle 55 wagons of coal an 
hour, the tonnage varying with the size of the wagons, 
which range from 10 to 244-tons capacity, In a 
recent trial one plant shipped a cargo of 17,500 tons 
of washed small coal from small capacity wagons 
aboard a bulk cargo vessel in the record time of 294 
hours at an average rate of 600 tons an hour. 





CRANE DRIVER at the Grimesthorpe works of the 
English Steel Company, Limited, Mr. Walyr Stanley 
Sears (53), died in hospital last week following an 
accident at the works. 








Coal Exports Exceed 
3,000,000 Tons 


NDUSTRIALISTS who are being prodded by the 
Government to export more might weil follow the 
example of our largest nationalized industry. Exports 
of coal so far this year have risen by 1,325,000 tons to 
3,206,000 tons. But, although we are shipping more 
coal, the ships themselves are using less and foreign 
bunkers have dropped from 450,000 tons in the first 
33 weeks of 1959 to 279,000 tons so far this year. 


At home, consumers have laid down nearly 2,000,000 
tons less stock this year than last. The electricity 
industry has a little under 1,000,000 tons less coal 
in reserve now than it had in 1959, although its 
total consumption to date is over 2,000,000 tons greater 
than in the same period last year. The gas industry 
is using about the same quantity of solid fuel, but, at 
1,937,000 tons, its stock is some 500,000 tons down 
on 1959. ; 

There were 592,100 wage-earners on colliery books 
on August 20, against 652,500 on August 22, 1959, the 
numbers engaged at the coal face being 225,40 and 
254,100 respectively. Total absenteeism (all workers) 
in the week ended August 20 was 14.79 per cent. com- 
pared with 15.01 per cent. in the week ended August 22, 
1959. Output at the face was 3.870 tons and overall 
1.360 in the week ended August 20. compared with 
3.593 and 1,299 tons in the week ended August 22. 

The following table gives (in tons) the output of 
saleable mined coal by division in the week ended 
August 28, and the tonnage lost through all causes 
(holidays, disputes, and go-slows):— 





Week ended 








Week ended August 28, 
| 1960. | August 29, 
Division. | 1959. 
| Total output. | Tonnage lost. Total output. 
Scottish oe 346,100 9,400 377,700 
Northern (N&C) 239,800 255,000 
Durham... ..| 388,600 125,100 345,600 
North-Eastern 686,500 150,600 723,600 
North-Western oi 255,100 | 5,100 266,800 
East Midlands as 784,200 89,400 781,600 
West Midlands 272,¢ 500 298,100 
South-Western | 7,700 405,400 
South-Eastern 31,400 
Great Britain- | 
Deep-mined coal. . 3,322,600 387,800 8,494,200 
Other deep-mined 
(ineluding _ lic- 
ensed mines) .. 40,500 53,800 
Open-cast coal 130,500 | 197,600 
TOTAL 3,493,600 387,800 3,745,600 
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Appoinsments 
Technical Manager for 
Richard Sutcliffe | «: 


ICHARD SUTCLIFFE, LIMITED, mining 
machinery and mechanical handling equipment 
manufacturers, of Wakefield (Yorks), announces the 
appointment of Mr. 
Malcolm Brocklesby as 
district technical mana- 
ger for the West Mid- 
lands Division of the 
National Coal Board. 

Educated at Cam- 
bridge and Sheffield 
Universities, where he 
gained degrees in 
mechanical sciences and 
in mining engineering, 
he joined the National 
Coal Board in 1953 as 
a directed practical 
trainee. In 1958 he was 
awarded his colliery 
manager's certificate 
and became an asso- - 
ciate member of the Mr. M. BROCKLESBY 
Institution of Mining Engineers. Mr. Brocklesby 
recently visited the United States to study industrial 
management, as a result of being awarded a King 
George VI Memorial Fellowship which is administered 
by the English Speaking Union. 

He was also awarded a Peake travelling scholarship 
by the Midland Institute of Mining Engineers, which 
enabled him to spend a further period in America 
studying organization, management, and maintenance in 
American coal mines. 


Mr. Eric NEWBIGGING has been appointed sales 
promotion manager of Stanley Works (Great Britain), 
Limited, joiners’ tools manufacturers, of Sheffield. 

Mr. J. D. MAITLAND has been appointed assistant 
secretary of English Electric Aviation, Limited, a 
subsidiary of the British Aircraft Corporation, Limited. 

Central Electricity Generating Board has appointed 
Mr. H. R. SCHOFIELD as chief transmission project 
engineer. Mr. P. P. FowLer has been appointed civil 
engineer (transmission). 

Mr. E. B. HENNING has been appointed sales engineer 
of Enfield Industrial Engines, Limited. He will con- 
centrate on the sale of light-weight air-cooled diesel 
engines in the industrial field. 

Mr. RONALD W. PARKER, employed by Dorman Long 
& Company, Limited, Cleveland (Yorks), has been 
appointed divisional organizer of the Birmingham area 
of the Iron and Steel Trades Confederation. 

Mr. A. W. Tuwalres has been appointed commercial 
director of Richard Hill, Limited, a member of the 
Firth Cleveland, Limited, group of companies. Mr. 
H. M. MAacGrecor has been appointed works director. 

Former assistant melting shop manager of the 
Appleby-Frodingham Steel Company, branch of the 
United Steel Companies, Limited, Mr. T. J. Hirst, 
has been appointed assistant works manager of John 
Lysaght’s Scunthorpe Works, Limited. 

Former manager of the project engineering depart- 
ment of Sigmund Pumps, Limited, Mr. R. BROUGHTON, 
has been appointed head of the technical sales depart- 
ment of the Pulsometer Engineering Company, Limited, 


pumping, filtering, and refrigerating engineers, of 


Reading. 

Mr. R. C. W. CAMERON has been appointed general 
technical superintendent of the Durgapur Iron and Steel 
Works, West Bengal. He has been in the steel industry 
since 1927 and since 1956 has been general works 
manager of the Rhodesian Iron & Steel Company, 
Limited, Southern Rhodesia. 


Mr. Rosperr F. YOUNG, manager of Valleyfield 
Colliery and a former manager of Kinglassie Colliery, 
both in Fifeshire, has moved to Cardiff, where he is 
to take up an appointment as HM Inspector of Mines 
in Wales. Before going to Kinglassie in 1958, Mr. 
Young was safety engineer of the West Fife Area of 
the Scottish Divisional Coal Board. 

Mr. D. G. DENOON has been appointed public 
relations manager of British Insulated Callender’s 
Cables, Limited. He has held previous appointments 
as publicity manager of Callender’s Cables & Construc- 
tion Company, Limited, and joint publicity manager of 
BICC. Mr. W. R. THwattTes has been ae 1 
deputy public relations manager and Mr. E. A. STILL 
assistant manager (advertising). 

The Henry Balfour & Company, Limited, group has 
appointed Mr. C. J. GRAYSTON group research director 
of the recently opened research and development centre 
at Leven (Fifeshire). He will have overall control of 
all sections of the enterprise. One of Mr. Grayston’s 
particular duties will be to supervise the company’s 
student and graduate apprenticeship schemes, whereby 
young men and women can reach full professional 
status while receiving industrial training. Mr. Gray- 
ston has spent a lifetime in the Scott organization and 
is a director of George Scott & Son (London), Limited, 
and Ernest Scoit & Company, Limited. 





Doxford’s Extra £1,000,000 For 
Marine Diesel Project 


N additional £1,000.000 from its own reserves is 
to be spent by the Sunderland engineering concern 
of William Doxford & Sons, Limited, on the develop- 


ment of a new range of marine diesel engines. The 
company has already spent £759,000 on the project. 
This was announced on Tuesday by Mr. Robert 
Atkinson, managing director of the engine works, at 
a luncheon in Sunderland in honour of Mr. William 
Carron, president of the Amalgamated Engineering 
Union. Mr. Carron had inspected the a of these 
new engines, which are known as the “P” range and 
are lighter and cheaper to build than the traditional 
Doxford machinery. 

Mr. Atkinson said that the marine engineering 
industry in this country was facing ever-increasing com- 
petition because the total world engine building 
capacity was in excess of requirements. Orders would 
go only to those organizations which made a deter- 
mined effort to produce sound and economical products, 
he said. 

“We have taken a considerable step forward by 
developing and manufacturing a diesel engine which 
is already in the forefront of the marine diesels avail- 
able in the world today.” 


New Scottish sales and service centre of Griffin & 
George, Limited, laboratory furnishers, etc., of Wem- 
bley (Middx), is te be opened at Braeview Place, 
Nerston, Glasgow, on September 22. 
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